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4. REACTOR

4.1 SUMMARY DESCRIPTION

The principal function of any nuclear power reactor is to generate heat at
a demanded rate. One way of accomplishing this function is to design a
reactor core consisting mainly of the Zircaloy clad, slightly enriched U02
fuel arranged in canless assemblies, various internal structures,
reactivity control components and monitoring instrumentation, and then to
accommodate this core in a reactor vessel filled with the pressurized light
water which acts both as moderator and coolant. The reactor under
consideration is designed to operate at the licensed power rating of 3250
MWt with sufficient margins to allow for transient operation and instrument
error without causing damage to the core and without exceeding the pressure
of the safety valve settings in the coolant system.

This chapter describes various aspects of the design of the reactor
constituents. It presents supporting information and evaluations of that
design demonstrating that it will perform intended functions throughout its
lifetime under all normal operational modes, including both steady state
and transients, without releasing unacceptable amounts of fission products
to the coolant. In addition, this chapter incorporates a study of the
reactor's potential to act as a source of abnormal conditions and provides
supporting information for the analyses discussed in Chapter 15.

The reactor core is a multiple region cycled core. It consists of 193 fuel
assemblies with 204 individual fuel rods per assembly except that limited
substitution of rods by filler rods may be made if justified by a cycle
specific analysis. 'The fuel rods are cold worked, partially annealed
Zircaloy tubes containing slightly enriched uranium dioxide fuel. To
reduce the axial leakage, the top and bottom six inches of the VANTAGE 5
fuel rod may contain natural or low enriched uranium pellets. In addition,
Integral Fuel Burnable Absorber (IFBA) rods may also be utilized. The IFBA
rod contains coated fuel pellets identical to the enriched uranium dioxide
pellets except for the addition of a thin boride coating less than 0.001
inch in thickness on the pellets' cylindrical surface. Coated pellets
occupy the central region of the fuel column. The number and pattern of
IFBA rods within an assembly may vary depending on the specific application
such as predictable power distribution and moderator temperature control.

All fuel rods are' pressurized with helium during fabrication to reduce
stresses and strains and to increase fatigue life.

4.1-1 4.1-1JULY 1993
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The fuel assembly is a canless type, with the basic assembly consisting of
the rod cluster control guide thimbles mechanically attached to the grids
and the top and bottom nozzles. The fuel rods are supported at several
points along their length by the spring-clip grids. There are four types
of fuel assemblies used by Zion: the initial and early reloads were Low
Parasitic (LOPAR) and later cycles were transitioned to Optimized Fuel
Assemblies (OFA), VANTAGE 5, and VANTAGE 5 with Intermediate Flow Mixer
(IFM) designs. The differences between these designs are discussed in more
detail in References 1 and 9 of Section 4.2.

Rod cluster control assemblies (RCCAs), secondary sources, and burnable
absorber rods, if required, are inserted into the guide thimbles of the
fuel assemblies. The absorber sections of the control rods are fabricated
of a silver-indium-cadmium alloy sealed in stainless steel tubes. The
absorber

4.1 -1A JULY 1993
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material in the discrete burnable absorber rods is in the form of an
aluminum oxide - boron carbide annulus sealed in Zircaloy called a Wet
Annular Burnable Absorber (WABA).

The control rod drive mechanisms for the RCCAs are of the magnetic latch
type. The latches are controlled by three magnetic coils. They are
designed so that upon a loss of power to the coils, the rod cluster control
assembly is released and falls by gravity into the core to shut down the
reactor.

The reactor is capable of meeting the performance objectives throughout
core life under both steady state and transient conditions without
violating the integrity of the fuel elements. Thus, the release of
unacceptable amounts of fission products to the coolant is prevented.

The limiting conditions for operation established in the Technical
Specifications specify the functional capacity of performance levels
permitted to assure safe operation of the facility.

Sections 4.2 through 4.5 specify design parameters which are pertinent to
safety limits for the nuclear, control, thermal and hydraulic, and
mechanical aspects of the design.
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4.2 FUEL SYSTEM DESIGN

4.2.1 Design Basis

4.2.1.1 Performance ObJectives

The licensed reactor thermal power rating is 3259 MWt. Hot channel
factors, as calculated from measured power disfributions, are considerably
less than those used for design purposes.

The turbine-generator and plant heat removal systems have been designed for
a thermal rating of 3391 MWt. Containment and Engineered Safeguards are
designed and evaluated for operation at the power rating of 3391 MWt. Most
postulated accidents including the loss-of-coolant accident (LOCA) are
evaluated at 102% of 3250 MWt (3315 MWt).

The reactor core fuel loading and duty are designed for extended burnup as
described in the extended burnup topical report (see Reference 10). The
fuel rod cladding is designed to maintain its integrity for the anticipated
core life. The effects of gas release, fuel dimensional changes. and
corrosion-induced or irradiation-induced changes in the mechanical
properties of cladding are-considered in the design of the fuel assemblies.

Rod Cluster Control Assemblies (RCCAs) are employed to provide sufficient
reactivity control to terminate any credible power transient prior to
reaching the design minimum departure from nucleate boiling (DNB) ratio
(see Section 4.4). This is accomplished by ensuring sufficient control
cluster worth to shut the reactor down by at least 1.3% in the hot
condition with the most reactive control cluster stuck in the fully
withdrawn position.

Redundant equipment is provided to add soluble poison to the reactor
coolant in the form of boric acid to maintain shutdown margin when the
reactor is cooled to ambient temperatures.'

The RCCAs provide the capability of meeting the minimum required shutdown
margin which corresponds to the shutdown assumed in the steam break
analysis discussed in Chapter 15.

4.2-1 MAY 1996
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4.2.1.2 Fuel Assemblies

The fuel assemblies are designed to perform satisfactorily throughout their
lifetime. The loads, stresses, and strains resulting from the combined
effects of flow-induced vibrations, LOCA blowdown coincident with
earthquake, reactor pressure, fission gas pressure, fuel growth, thermal
strain, And differential expansion during both steady state and transient
reactor operating conditions have been considered in the design of the fuel
rods and fuel assemblies. The assemblies are also structurally designed to
withstand handling and shipping loads prior to irradiation, and to maintain
sufficient integrity at the completion of design burnup to permit safe
removal from the core subsequent to handling during cooldown, shipment, and
fuel reprocessing.

The fuel rods are supported at seven locations along their length within
the fuel assemblies by grid assemblies which are designed to maintain
control of the lateral spacing between the rods throughout the design life
of the assemblies. The magnitude of the support loads provided by the
grids are established to minimize possible fretting without overstressing
the cladding at the points of contact between the grids and fuel rods and
without imposing restraints of sufficient magnitude to result in buckling
or distortion of the rods.

The fuel rod cladding is designed to withstand operating pressure loads
without rupture and to maintain encapsulation of the fuel throughout the
design life.

4.2.1.3 Rod Cluster Control Assemblies

The criteria used for the design of the cladding on the individual absorber
rods in each RCCA are similar to those used for the fuel rod cladding. The
cladding is designed to be free standing under all operating conditions and
will maintain encapsulation of the absorber material throughout the
absorber rod design life. Allowance for wear during operation is included
for the RCCA cladding thickness.

Adequate clearance is provided between the absorber rods and the guide
thimbles which position the rods within the fuel assemblies so that coolant
flow along the length of the absorber rods is sufficient to remove the heat
generated without overheating of the absorber cladding. The clearance is
also sufficient to compensate for any misalignment between the absorber
rods and guide thimbles and to prevent mechanical interference between the
rods and guide thimbles under any operating conditions.

4.2.2 Description and Design Drawings

This subsection title has been created in order to implement the UFSAR
format delineated by Regulatory Guide 1.70, Revision 3. However, the
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section is not used due to the level of detail required at the time of
license application and subsequent revisions.

4.2.3 Design Evaluation

Experimental measurements from critical experiments or operating reactors,
or both, are used to validate the methods employed in the design. At the
time of initial design, nuclear parameters were calculated for every phase
of operation and were compared with design limits to show that an adequate
margin of safety existed. Subsequent core designs have been evaluated to
demonstrate that they have not adversely affected the safety of the plant.
Those accidents analyzed (Chapter 15), which may be affected by fuel
reload, are reviewed and the nuclear design parameters are checked to
determine if they remain within current design limits. If the parameters
are outside of the current limits, the accidents affected by the nuclear
parameters are re-evaluated or re-analyzed for the more limiting nuclear
parameter. Reload design evaluations are in accordance with Reference 11.

4.2.3.1 Claddinq

The integrity of the fuel rod cladding, so as to retain fission product or
fuel material, is directly related to cladding stress and strain under
normal operating and overpower conditions. The cladding stress is limited
to the yield strength of the cladding material and the steady-state tensile
strain is limited to 1.0%.

The cladding stresses at constant local fuel rod power are low.
Compressive stresses are created by the pressure differential between the
coolant pressure and the rod internal pressure. Tensile stresses could be
created once the cladding has come in contact with the pellet. These
stresses would be induced by the fuel pellet swelling during irradiation.
Fuel swelling can result in small cladding strains (<1%) for expected
discharge burnups, but the associated cladding stresses are low because of
cladding creep (thermal and irradiation induced creep). Furthermore, the
1% strain criterion is extremely conservative for fuel swelling driven
cladding strain because the strain rate associated with solid fission
product swelling is very slow. In-pile experiments (Reference 12) have
shown that Zircaloy tubing exhibits "superplasticity" at slow strain rates
during neutron irradiation. Uniform cladding strains of >10% have been
achieved under these conditions with no sign of plastic instability.
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Pellet thermal expansion caused by power increases is considered the one
mechanism by which significant stresses and strains can be imposed on the
cladding. Power increases in the reactor can result from fuel shuffling,
reactor power escalation following extended reduced power operation, and
full length control rod movement. In the mechanical design model, lead
rods are depleted using best estimate rod power histories as determined
from core physics calculations. During the depletion, the amount of
diametral gap closure is evaluated based upon the pellet densification and
swelling model, cladding creep model, and fission gas release model
(References 12 and 13). At various times during the depletion, the power
is increased locally on the rod to burnup-dependent attainable power
density, and axial cladding stresses resulting from the power increase are
combined into a volume average effective cladding stress. The von Mises
criterion is used to evaluate whether the cladding yield strength has been
exceeded. The yield strength correlation is for irradiated cladding since
fuel cladding contact occurs at high burnup. The yield strength is also a
function of the cladding temperature. Slow transient power increases can
result in large cladding strains without exceeding the cladding yield
strength because of cladding creep and stress relaxation. Therefore, in
addition to the yield stress criterion, a criterion on allowable cladding
tensile strain was set at 1% based upon high strain rate burst and tensile
test data on irradiated tubing.

The internal gas pressure contributes to the cladding stresses. The
maximum rod internal gas pressure is limited to a value below which could
cause the diametral gap to increase due to outward cladding creep during
steady-state operation and below that which could cause extensive DNB
propagation to occur. The maximum rod internal pressue occurs at end-of-
life and is dependent upon the initial pressure, void volume, and fuel rod
power history.

Section 4.2.3.2.1 discusses the effects of fuel densification on fuel
cladding.

4.2.3.2 Fuel

The fuel pellets are right circular cylinders consisting of slightly
enriched uranium-dioxide powder which has been compacted by cold pressing
and then sintered to the required density. The ends of each pellet have a
small chamfer at the cylindrical surface and are dished slightly to allow
the greater axial expansion at the center of the
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pellets to be taken up within the pellets themselves and not in the overall
fuel length.

The VANTAGE 5 and the OFA fuel rods have the same clad wall thickness and
outer diameters. Also, the bottom end plug has an internal grip feature to
facilitate rod loading on both designs. The VANTAGE 5 fuel rod length is
larger by 0.320 inch to provide for a longer plenum and bottom end plug.
The bottom end plug is longer to provide a longer lead-in for the removable
top nozzle reconstitution feature. The VANTAGE 5 also has axial blankets
and Integral Fuel Burnable Absorber (IFBA) features.

The axial blankets are a nominal 6 inches of unenriched fuel pellets at
each end of the fuel rod pellet stack. Axial blankets reduce neutron
leakage and improve fuel utilization. The axial blankets utilize chamfered
pellets which are physically different (length) than the enriched pellets
to help prevent accidental mixing during manufacturing.

The IFBA coated fuel pellets are identical to the enriched uranium dioxide
pellets except for the addition of a thin zirconium diboride (ZrB2) coating
on the pellet cylindrical surface. Coated pellets occupy the central
portion of the fuel column (up to 134 inches). The number and pattern of
IFBA rods within an assembly may vary depending on the specific
application. The ends of the IFBA enriched coated pellets, like the
enriched uncoated pellets, are also dished to allow for greater axial
expansion at the pellet centerline and void volume for fission gas release.
An evaluation and test program for the IFBA design features is given in
Addendum 1 (15x15 application) of Reference 14.

Void volume and clearances are provided within the rods to accommodate
fission gases released from the fuel, differential thermal expansion
between the cladding and the fuel, and fuel density changes during
irradiation, thus avoiding overstressing of the cladding or seal welds.
Shifting of the fuel within the cladding during handling or shipping prior
to core loading is prevented by a stainless steel helical spring which
bears on top of the fuel.

As shown in Table 4.2-1, a different fuel enrichment was used for each of
the three regions in the Cycle 1 core loading.

In the event of cladding defects, the high resistance of uranium dioxide
fuel pellets to attack by hot water protects against fuel deterioration or
decrease in fuel integrity. Thermal stress in the pellets, while causing
some fracture of the bulk material during temperature cycling, does not
result in pulverization or gross void formation in the fuel matrix. As
shown by operating experience and extensive experimental work in the
industry, the thermal design parameters conservatively account for any
changes in the thermal performance of the fuel element due to pellet
fracture.
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The consequences of a breach of cladding are greatly reduced by the ability
of uranium dioxide to retain fission products including those which are
gaseous or highly volatile. This retentiveness decreases with increasing
temperature and fuel burnup, but remains a significant factor even at full
power operating temperature in the maximum burnup element.

A survey of high burnup uranium dioxide (see Reference 2) fuel element
behavior indicates that, for an initial uranium dioxide void volume, which
is a function of the fuel density, it is possible to conservatively define
the fuel swelling as a function of burnup. The fuel swelling model
considers the effect of burnup, temperature distribution, and internal
voids. It is an empirical model which has been checked with data from
Bettis, Yankee, CVTR, Saxton, and others. The pellet densities for the
three regions are listed in Table 4.2-1.

4.2.3.2.1 Fuel Densification

The evaluation of fuel densification effects and the treatment of fuel
swelling and fission gas release are described in References 12 and 13.
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4.2.3.2.2 Reload Fuel

The procurement of reload core regions from a vendor other than the
original NSSS vendor would normally be done by competitive bidding based on
a fuel specification issued by Commonwealth Edison Company. Typically, the
specification would call for one or more reload regions and fuel management
services.

Qualification of such fuel would occur in several stages. The first stage
would generally be the screening and acceptance of the contractors allowed
to bid on the fuel specification. The basic criteria employed at this
stage are that the vendor has demonstrated the capabilities needed to meet
the performance requirements specified through past performance of other
reload fuel or that the vendor demonstrate by detailed testing and
analytical methods that he has such capability. A second criterion is that
the vendor has or can show that he will have an approved quality assurance
program compatible with IOCFR50 Appendix B.

A successful bidder (the bidder awarded a contract) will be required to
furnish fuel designed and fabricated in accordance with the approved
quality assurance program. The fuel will be required to be compatible with
the nuclear steam supply system and the in-place fuel from the standpoints
of mechanical, thermal-hydraulic, and nuclear design. The fuel furnished
will be required to be compatible with the existing safety evaluations, or
will be required to be such that reanalysis of those safety evaluations
would not show undue risk to the public health and safety as defined in
1OCFR20 and 1OCFR100.

4.2.3.3 Fuel Assemblies

There are four types of fuel assemblies used at Zion: the initial and
early reloads were Low Parasitic (LOPAR) and later cycles were transitioned
to Optimized Fuel Assemblies (OFA), VANTAGE 5, and VANTAGE 5 with
Intermediate Flow Mixer (IFM) designs. The differences between these
designs are discussed in more detail in References 1 and 9. The overall
configuration of the fuel assemblies are shown in Figures 4.2-1, 4.2-2,
4.2-8, and 4.2-10. The assemblies are square in cross-section, nominally
8.426 inches on a side. The LOPAR, OFA, and VANTAGE 5 designs have an
overall length of 159.710 inches, 159.765 inches, and 159.975 inches,
respectively. Typical mechanical design parameters for the LOPAR fuel
assembly design is given in Table 4.2-1. A comparison of the fuel assembly
design parameters for the OFA, VANTAGE 5, and VANTAGE 5 with IFM designs
are given in Table 4.2-2.
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The fuel rods in a fuel assembly are arranged in a square array with 15 rod
locations per side and a nominal centerline-to-centerline pitch of 0.563
inch between rods. Of the total possible 225 rod locations per assembly,
20 are occupied by guide thimbles for the RCCA rods and one for incore
instrumentation. The remaining 204 locations contain fuel rods. In
addition to fuel rods, a fuel assembly is composed of a top nozzle, a
bottom nozzle, 7 grid assemblies, 20 rod guide thimbles, and one
instrumentation thimble. The VANTAGE 5 with IFM fuel assembly design has
three IFM grids.

The guide thimbles in conjunction with the grid assemblies and the top and
bottom nozzles comprise the basic structural fuel assembly skeleton. The
top and bottom ends of the guide thimbles are secured to the top and bottom
nozzles respectively. The grid assemblies, in turn, are mechanically
attached to the guide thimbles at each location along the height of the
fuel assembly at which lateral support for the fuel rods is required.
Within this skeletal framework the fuel rods are contained and supported
and the rod-to-rod centerline spacing is maintained along the assembly.

4.2.3.3.1 Bottom Nozzle

The bottom nozzle is a square box-like structure which controls the coolant
flow distribution to the fuel assembly and functions as the bottom
structural element of the fuel assembly. The nozzle, which is square in
cross-section, is fabricated from Type 304 stainless steel parts consisting
of a perforated adaptor plate, four angle legs, and four pads or feet. A
skirt around the bottom nozzle perforated adaptor plate is included for the
VANTAGE 5 design to increase structural capability for abnormal load
conditions. The angle legs and skirt, if applicable, are fastened to the
plate forming a plenum space for coolant inlet to the fuel assembly. The
perforated adaptor plate also prevents accidental downward ejection of the
fuel rods from the fuel assembly. The bottom nozzle is fastened to the
fuel assembly guide tubes by stainless steel screws which penetrate through
the nozzle and mate with a threaded plug in each guide tube. The screw is
prevented from loosening by a stainless steel lock pin welded to the bottom
nozzle for the LOPAR and OFA designs. The reconstitutable bottom nozzle
for the VANTAGE 5 designs incorporates a thimble screw with a circular
locking cup around the screw head. The locking cup is crimped into mating
detents (lobes) on the bottom nozzle. A comparison of the thimble screw
locking features is shown in Figure 4.2-11.

The VANTAGE 5 designs incorporate the Debris Filter Bottom Nozzle (DFBN)
concept to reduce the possibility of fuel rod damage due to debris-induced
fretting. The relatively large flow holes in the conventional nozzle used
in the LOPAR and OFA designs are replaced with a new pattern of smaller
flow holes. The flow holes are sized to minimize passage of debris
particles large enough to cause damage while providing sufficient flow
area, comparable pressure drop, and continued structural integrity of the
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nozzle. A comparison of the standard and debris filter bottom nozzles are
shown in Figure 4.2-12.

The perforated adaptor plate served as the bottom end support for the fuel
rods in Region I fuel. All subsequent Regions are built with at least a
'/2 inch gap between the fuel rods and bottom plate. The bottom support
surface for the fuel assembly is formed under the plenum space by the four
pads which are welded to the corner angles.

Coolant flow to the fuel assembly is directed from the plenum in the bottom
nozzle upward to the interior of the fuel assembly and to the channel

I between assemblies. The perforations in the bottom adaptor plate are
positioned and are sized so that the fuel rods cannot pass through them.

The RCCA guide thimbles, which carry axial loads imposed on the assembly,
are fastened to the bottom nozzle perforated adaptor plate. These loads,
as well as the weight of the assembly, are distributed through the nozzle
to the lower core support plate. Indexing and positioning of the fuel
assembly in the core is controlled through two holes in diagonally opposite
pads which mate with locating pins in the lower core plate. Lateral loads
imposed on the fuel assembly are also transferred to the core support
structures through the locating pins.
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4.2.3.3.2 Top Nozzle

The top nozzle is a box-like structure which functions as the fuel assembly
upper structural element and forms a plenum space where the heated fuel
assembly discharge coolant is mixed and directed toward the flow holes in
the upper-core plate. The nozzle is comprised of an adaptor plate
enclosure, top plate, two clamps, four leaf springs, and assorted hardware.
All parts, with the exception of the springs and their hold down screws,
are constructed of Type 304 stainless steel. The springs are made from age
hardenable Inconel 718 and the spring screws from Inconel 600.

The adaptor plate is square in cross-section, and is perforated by machined
slots to provide for coolant flow through the plate. At assembly, the top
holes in the plate are fastened to thimble sleeves through individual bored
holes in the plate and welded to the plate around the circumference of each
hole for the LOPAR and OFA designs. A reconstitutable top nozzle is
incorporated into the VANTAGE 5 designs. In the VANTAGE 5 reconstitutable
top nozzle designs, a stainless steel nozzle insert is mechanically
connected to the top nozzle adaptor plate by means of a preformed
circumferential bulge near the top of the insert. The insert engages a
mating groove in the wall of the adaptor plate thimble tube through hole.
The insert has four equally spaced axial slots which allow the insert to
deflect inwardly at the elevation of the bulge, thus permitting the
installation and removal of the nozzle. The insert bulge is positively
held in the adaptor plate mating groove by placing a lock tube with a
uniform inside diameter identical to that of the thimble tube into the
insert. The lock tube is secured in place by a top flare which creates a
tight fit and six non-yielding projections on the outside diameter which
interface with the concave side of the insert to preclude escape during
core component transfer. A schematic of the reconstitutable top nozzle
joint is shown in Figure 4.2-13. Thus, the adaptor plate acts as the fuel
assembly top end plate and provides a means of evenly distributing among
the guide thimbles any axial loads imposed on the fuel assemblies.

The nozzle enclosure is actually a square thin-walled tubular shell which
forms the plenum section of the top nozzle. The bottom end of the
enclosure is pinned and welded to the periphery of the adaptor plate, and
the top end is welded to the periphery of the top plate.

The top plate is square in cross-section with a square central hole. The
hole allows clearance for the RCCA absorber rods to pass through the nozzle
into the guide thimbles in the fuel assembly and for coolant exiting from
the fuel assembly to the upper internals area. Two pads containing axial
through-holes, which are located on diametrically opposite corners of the
top plate, provide a means of positioning and aligning the top of the fuel
assembly. As with the bottom nozzle, alignment pins in the upper core
plate mate with the holes in the top nozzle plate.
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Hold-down forces of sufficient magnitude to oppose the hydraulic lifting
forces on the fuel assembly are obtained by means of the leaf springs which
are mounted on the top plate. The springs are fastened in pairs to the top
plate at the two corners where alignment holes are not used and radiate out
from the corners parallel to the sides of the plate. Fastening of each
pair of springs is accomplished with a clamp which fits over the ends of
the springs and two screws (one per spring) which pass through the clamp
and spring and thread into the top plate. At assembly, the spring mounting
screws are torqued sufficiently to preload against the maximum spring load
and then lockwelded to the clamp which is counter-bored to receive the
screw head.

The spring load is obtained through deflection of the spring by the upper
core plate. The spring form is such that it projects above the fuel
assembly and is depressed by the core plate when the internals are loaded
into the reactor. The free end of the spring is bent downward and captured
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in a key slot in the top plate to guard against loose parts in the reactor
in the event (however remote) of spring fracture. In addition, the fit
between the spring and key slot and between the spring and its mating slot
in the clamp are sized to prevent rotation of either end of the spring into
the control rod path in the event of spring fracture.

In addition to its plenum and structural functions, the nozzle provides a
protective housing for components which mate with the fuel assembly. In
handling a fuel assembly with a control rod inserted, the control rod
spider is contained within the nozzle. During operation in the reactor,
the nozzle protects the absorber rods from coolant cross flows in the
unsupported span between the fuel assembly adaptor plate and the end of the
guide tube in the upper internals package. Plugging devices which fill the
ends of the fuel assembly thimble tubes at unrodded core locations and the
spiders which support the source rods and burnable absorber rods are all
contained within the fuel top nozzle.

4.2.3.3.3 Guide Thimbles

The control rod guide thimbles in the fuel assembly provide guided channels
for the absorber rods during insertion and withdrawal of the control rods.
They are fabricated from a single piece of Zircaloy-4 tubing, which is
drawn to two different diameters. The larger inside diameter at the top
(0.512 inch for LOPAR and 0.499 inch for OFA and VANTAGE 5 designs)
provides a relatively large annular area for rapid insertion during a
reactor trip and accommodates a small amount of upward cooling flow during
normal operations. The bottom portion of the guide thimble is of reduced
diameter (0.455 inch) to produce a dashpot action when the absorber rods
near the end of travel in the guide thimbles during a reactor trip. The
transition zone at the dashpot section is conical in shape so that there
are no rapid changes in diameter in the tube. The guide thimble diameter
and dashpot length for the OFA and VANTAGE 5 designs are shown in Figure
4.2-14.

Flow holes are provided just above the transition of the two diameters to
permit the entrance of cooling water during normal operation, and to
accommodate the outflow of water from the dashpot during reactor trip.

The dashpot is closed at the bottom by means of a welded end plug. The end
plug is fastened to the bottom nozzle during fuel assembly fabrication.

The top ends of the guide thimbles are mechanically attached to stainless
steel sleeves which are fitted through individual bored holes in the plate
and welded to the plate around the circumference of each hole for the LOPAR
and OFA designs. Stainless steel top nozzle inserts are attached to the
guide thimbles by the three rows of four bulges as shown in Figure 4.2-13
for the VANTAGE 5 designs. The VANTAGE 5 nozzle insert-to-adaptor plate
bulge joints replace the uppermost grid sleeve-to-adaptor plate welded for
the LOPAR and OFA designs.
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4.2.3.3.4 Grids

There are two primary materials used to construct grids for LOPAR, OFA, and
VANTAGE 5 fuel designs. LOPAR uses Inconel 718 grids while the OFA and
VANTAGE 5 designs use Inconel 718 for the two end grids and Zircaloy for
the five middle grids and, if aplicable, the three IFM grids. Inconel 718
is chosen for the grid material because of its corrosion resistance and
high strength properties. After the combined brazing and solution
annealing temperature cycle, the grid material is age hardened to obtain
the material strength necessary to develop the required grid spring forces.
Zircaloy is used because it has a small capture cross-section for thermal
neutrons and because it is resistant to corrosion by water at operating
temperatures. A more detailed description can be found in Reference 1.

The Zircaloy interlocking strap joints are laser welded at the top and
bottom intersects while the grid assemblies consist of individual slotted
straps which are assembled and interlocked in an "egg-crate" type
arrangement. Inconel grid joints are furnace brazed along the length of
the strap intersects to permanently join the straps at their points of
intersection. Details such as spring fingers, support dimples, mixing
vanes, and tabs are punched and formed in the individual straps prior to
assembly.

The VANTAGE 5 with IFM fuel assembly design has a low pressure drop (LPD)
Zircaloy structural grid design and IFM grids located in the three
uppermost spans between the Zircaloy structural grids. The LPD grid has
diagonal springs and a reduced grid height. The LPD grid cells use the
standard four dimples and two spring support locations per cell. The
function of the IFM grids is mid=span flow mixing in the hottest fuel
assembly spans. Each IFM grid cell contains four dimples as shown in
Figure 4.2-15 which 'are designed to prevent mid-span channel closure in the
spans containing IFMs and to prevent fuel rod contact with the mixing
vanes.

Grid assemblies with and without mixing vanes are used in the fuel
assembly. One type having mixing vanes which project from the edges of the
straps into the coolant stream is used in the high heat region of the fuel
assemblies for mixing of the coolant. Grids of the second type, located at
the bottom and top ends of the assembly, are of the nonmixing type.

The spacing between grids along the axial length of the fuel assembly is
shown on Figures 4.2-2 and 4.2-10. The variation in span lengths is the
result of optimization of the thermal-hydraulic and structural parameters.
The grids are fastened securely to each guide thimble.
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The outside straps on the grids contain mixing vanes which, in addition to
their mixing function, aid in guiding the grids and fuel assemblies past
projecting surfaces during handling or loading and unloading the core.
Additional small tabs on the outside straps and the irregular contour of
the straps are also for this purpose. The VANTAGE 5 designs use an anti-
snag outer strap design on each of the grid assemblies.

4.2.3.3.5 Fuel Rods

The fuel rods consist of uranium dioxide ceramic pellets contained in a
slightly cold worked and partially annealed Zircaloy-4 tubing which is
plugged and seal welded at the ends to encapsulate the fuel. Sufficient
void volume and clearances are provided within the rod to accommodate
fission gases released from the fuel, differential thermal expansion
between the cladding and the fuel, and fuel swelling due to accumulated
fission products without overstressing of the cladding or seal welds.

The VANTAGE 5 designs utilize axial blanket and IFBA features. The axial
blankets are a nominal six inches of unenriched fuel pellets at each end of
the fuel rod pellet stack. Axial blankets reduce neutron leakage and
improve fuel utilization. The axial blankets utilize chamfered unenriched
pellets physically different than enriched pellets to prevent accidental
mixing during manufacturing. The chief physical difference is a longer
unenriched pellet length than the enriched pellet (see Table 4.2-2). The
IFBA coated pellets are identical to the enriched uranium dioxide pellets
except for the addition of a thin boride coating less than 0.001 inch in
thickness on the pellet cylindrical surface. Coated pellets occupy the
central portion of the fuel column. The number and pattern of IFBA rods
within an assembly may vary depending on the specific application. The
ends of the enriched coated pellets and enriched uncoated pellets are
dished to allow for greater axial expansion at the pellet centerline and
increase void volume for fission gas release.
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Shifting of the fuel within the cladding is prevented during handling or
shipping prior to core loading by a stainless steel helical compression
spring which bears on the top of the fuel.

At assembly, the pellets are stacked in the cladding to the required fuel
height. The compression spring is then inserted into the top end of the
fuel and the end plugs pressed into the ends of the tube and welded. All
fuel rods are internally pressurized with helium during the welding
process. A hold-down force of approximately four to six times the weight
of the fuel is obtained by compression of the spring between the top end
plug and the top of the fuel pellet stack.

Each fuel assembly will be identified by means of a serial number engraved
on the upper nozzle. The fuel pellets will be fabricated by a batch
process so that only one enrichment region is processed at any given time.
The serial numbers of the assemblies and corresponding enrichment will be
documented by the manufacturer and verified prior to shipment.

Each assembly will be assigned a specific core loading position prior to
insertion. A record will then be made of the core loading position, serial
number and enrichment. Prior to initial core loading, two independent
checks will be made to ensure that this assignment is correct. Subsequent
refueling cores will be verified with a television camera.

During initial core loading and subsequent refueling operations, detailed
written handling and checkoff procedures were utilized throughout the
sequence. Handling and checkoff procedures will continue to be used for
future refueling operations. The Cycle 1 core was loaded in accordance
with the core loading diagram similar to Figure 4.5-7 which shows the
typical location for each of the three enrichment types of fuel assemblies
used in this loading and in subsequent reloads.

4.2.3.3.6 Neutron Source Assemblies

Four neutron source assemblies were utilized in the Cycle 1 core. These
consisted of two assemblies with four secondary source rods each and two
assemblieswith one primary source rod each. The source rods in each
secondary assembly were fastened to a spider at the top end. The primary
source rods were attached to a burnable absorber assembly. Currently, only
two secondary source assemblies are in each core.

In the core, the neutron source assemblies are inserted into the RCCA guide
thimbles in fuel assemblies at unrodded locations. The location and
orientation of the assemblies in the core is shown in Figure 4.2-3.

The primary and secondary source rods both utilize the same type of
cladding material as the absorber rods (cold-worked type 304 stainless
steel tubing, with 0.019 inch thick walls) into which the sources are
inserted. The secondary source rods contain antimony-beryllium (Sb-Be)
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pellets stacked to a height of 121.75 inches. The primary source rods are
of two types. One source rod contains capsules of plutonium 238-beryllium
(Pu 238-Be) source material 24-inches-long at a neutron strength of
approximately 2 x 108 neutrons/sec. The other primary source rod consists
of a californium 252 (Cf-252) capsule two inches long at a neutron strength
of approximately 4 x 108 neutrons/sec. Design criteria for the source rods
are: the cladding is free standing, the pressure stresses are less than
allowable stresses established by using the ASME Boiler and Pressure Vessel
Code as a guide, and internal gaps and clearances are provided to allow for
differential expansions between the source material and cladding.

4.2.3.3.7 Plugging Devices

In order to limit bypass flow through the RCCA guide thimbles in fuel
assemblies which do not contain control rod, peripheral power suppression
assemblies, source assemblies, or burnable absorber assemblies, the fuel
assemblies at these locations are fitted with plugging devices. The
plugging devices consist of a flat retainer plate with short rods suspended
from the bottom surface and a spring pack assembly. At installation in
the core, the plugging devices fit with the fuel assembly top nozzles and
rest on the adaptor plate. The short rods project into the upper ends of
the thimble tubes to reduce the bypass flow area. The spring pack is
compressed by the upper core plate when the upper internals package is
lowered into place. Similar short rods are also used on the source
assemblies to fill the ends of all vacant fuel assembly guide thimbles.

All components in the plugging device, except for the springs, are
constructed from Type 304 stainless steel. The springs are wound from an
age hardenable nickel base alloy to obtain higher strength.

4.2.3.3.8 Burnable Absorber Rods

The burnable absorber rods are statically suspended and positioned in
vacant RCCA thimble tubes within the fuel assemblies at nonrodded core
locations. The absorber rods in each fuel assembly are grouped and
attached together at the top end of the rods by a flat retainer plate which
fits with the fuel assembly top nozzle and rests on the top adaptor plate.

The retainer plate (and the absorber rods) are held down and restrained
against vertical motion through a spring pack which is attached to the
plate and is compressed by the upper core plate when the reactor upper
internals package is lowered into the reactor. This ensures that the
absorber rods cannot be lifted out of the core by flow forces.

There are two types of burnable absorber rods. The first type is used with
LOPAR fuel. It consists of borosilicate glass tubes contained within type
304 stainless steel tubular cladding. The cladding is plugged and seal
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welded at the ends to encapsulate the glass. The glass is also supported
along the length of its inside diameter by a thin wall type 304 stainless
steel tubular inner liner (Figure 4.2-4). The second type is used with OFA
fuel. This is a Wet Annular Burnable Absorber (WABA) which consists of an
annular aluminum oxide - boron carbide (A1203 - B4C) absorber clad in two
concentric Ziracaloy tubes with water flowing through the center (Figure
4.2-5).

The design criteria for the glass burnable absorber rods are: the cladding
is free standing at reactor operating pressures and temperatures,
sufficient cold void volume is provided to accommodate the total release of
all helium generated in the glass as a result of the B10 (n,a) reaction,
and pressure stresses are less than allowable stresses established by using
the ASME Boiler and Pressure Vessel Code as a guide. The large void volume
required for the helium is obtained through the use of glass in tubular
form which provides a central void along the length of the rods. A more
detailed discussion of the burnable absorber rod design is found in WCAP
9000 (see Reference 6).

Based on available data on properties of borosilicate glass and on nuclear
and thermal calculations for the rods, gross swelling or cracking of the
glass tubing is not expected during operation. Some minor creep of the
glass at the hot spot on the inner surface of the tube is expected to occur
but continues only until the glass comes into contact with the inner liner.
The inner liner is provided to maintain the central void along the length
of the glass and to prevent the glass from slumping or creeping into the
void as a result of softening at the hot spot.

The top end of the inner liner is open to receive the helium which diffuses
out of the glass.

To ensure the integrity of the glass burnable absorber rods, the tubular
cladding and end plugs are procured to similar specifications and standards
of quality used for stainless steel fuel rod cladding and end plugs in
other Westinghouse plants. In addition, the end plug seal welds are
checked for integrity by visual inspection and X-ray. The finished rods
will be helium leak checked.

The WABA rod design is used as necessary in the Zion reload cores beginning
with Unit 1 Cycle 8 which utilize 15X15 OFA fuel. Compared to the
currently used Westinghouse annular borosilicate glass burnable absorber
design which has a stagnant gas-filled central tube and outer stainless
steel clad, the WABA design has annular aluminum oxide - boron carbide
(A1203 - B4C) absorber pellets contained within two concentric Zircaloy
tubings with water flowing through the center tube as well as around the
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outer tube (see Figure 4.2-5). The WABA design provides significantly
enhanced nuclear characteristics when compared with the borosilicate
absorber rod design. The WABA design satisfies all performance and design
requirements for an 18,000 EFPH irradiated life. Fuel cycle benefits
result from the reduced parasitic neutron absorption of Zircaloy compared
to stainless steel tubes, increased water fraction in the burnable absorber
cell, and a reduced boron penalty at the end of each cycle.

4.2.3.3.8.1 Evaluation of Burnable Absorber Rods

The burnable absorber rods are positively positioned in the core inside
RCCA guide thimbles and held down in place by attachment to a retainer
assembly compressed beneath the upper core plate and hence, cannot be the
source of any reactivity transient. Due to the low heat generation rate
and to the conservative design of the absorber rods, there is no
possibility for release of the absorber as a result of helium pressure
increase due to clad heating during accident transients including loss of
coolant.

Two glass burnable absorber rods of reduced length, but similar in design
to those used in the Indian Point Plant Unit 3 Reactor, were exposed to
inpile test conditions in the Saxton Test Reactor. Visual examination of
the rods was made in early June 1968. A visual and profilometer
examination was made July 30, 1968, after an exposure of 1900 effective
full power hours (-25% B'° depletion). The rods were found to be in
excellent condition and profilometry results showed no dimensional
variation from the original new condition.

Subsequently, four demonstration assemblies, each containing two WABA
demonstration rods, completed their first cycle of irradiation in the
Indian Point Unit 3 reactor during the first quarter of 1982. Incore
surveillance of peaking factors did not detect any abnormalities due to the
demonstration rods. Visual examination of these rods during an early 1982
refueling shutdown showed satisfactory mechanical integrity. Several
demonstration rods were reinserted for a second operating cycle in Indian
Point Unit 3. Subsequent non-destructive examination revealed that the
rods continued to perform as expected. For more detail concerning WABA
rods, see Reference 1.

An experimental verification of the reactivity worth calculations for
borosilicate glass tubing is presented in Reference 6.

4.2.3.3.8.2 Peripheral Power Suppression Assemblies

To reduce the neutron flux at the reactor pressure vessel, power
suppression assemblies are placed at selected peripheral core locations.
The suppression assemblies are the same as the plugging devices except the
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short rods (plugs) are replaced with longer hafnium neutron absorber rods
which utilize the same Zircaloy cladding material as the WABA rods. The
design criteria for the hafnium rods containing gaps and clearances allows
for differential expansion between the absorber material and the cladding.

4.2.3.3.9 Removable Fuel Rod Assemblies

As part of a continuing Westinghouse fuel performance evaluation program,
two surveillance fuel assemblies, each containing 52 removable fuel rods
are included in Region III of the initial Zion Unit 1 core loading. The
objective of this program was to facilitate interim and end-of-life fuel
evaluation as a function of exposure. The rods were removed,
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non-destructively examined, and reinserted at the end of intermediate fuel
cycles. At end-of-life, the rods can be removed easily and subjected to a
destructive examination.

These assemblies were used as two of the four assemblies in an
EPRI/Westinghouse extended burnup program. The extended burnup program
irradiated these assemblies for five cycles to demonstrate satisfactory
fuel performance. Higher assembly burnups would improve uranium fuel
utilization if reprocessing of nuclear fuel elements is not used.

Commonwealth Edison Company has reviewed the EPRI/Westinghouse program to

assure that, as a minimum, the program will not:

1. Adversely affect safety operation of the Zion plants;

2. Increase coolant activity levels; or

3. Require a reduction in plant capacity, availability, or flexibility.

This detailed review has included examining the effects of extended burnups
on fission gas release, clad strain including strain concentrations, clad
stress, halogen stress-corrosion cracking, leaking fuel element
performance, rod bow penalties on F. , accelerated "waterside corrosion",
massive local internal hydriding, uranium oxidation in leaking fuel, and
clad flattening.

The overall dimensions, rod pitch, number of rods, and materials are the
same as for other Region 3 assemblies. These fuel rods will be fabricated
in parallel with the regular Region III rods using selected Region 3 clad
and pellets assembled and released to the same manufacturing tolerance
limits. Mechanically, the special assemblies differ only slightly from
other Region 3 assemblies. These differences are:

1. The end plugs on the removable rods are designed to facilitate removal
and reinsertion.

2. The upper nozzle adapter plate on the two assemblies is modified to
allow access to the removable rods.

3. The base plate on thimble plug assemblies is modified to provide the
axial restraint of the fuel rods normally provided by the upper end
plate. The distances between the top of the rods and the restraining
plates are identical in both types of assembly.

Figure 4.2-6 compares the mechanical design of a removable fuel rod to that
of a standard rod; Figure 4.2-7 shows the removable rod fuel assembly, the
modified upper end plate and thimble plug assembly, to compare to a
standard assembly shown in Figures 4.2-8 and 4.2-2. The location of the
removable rods within the fuel assembly is shown in Figure 4.2-9. The
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surveillance assembly locations within the core for the first cycle are in
positions C-13 and N-3 as given in Figure 4.5-7.

The mechanical design of the surveillance assemblies is essentially
identical to the design of the Surry Unit 1 Special Assemblies and the San
Onofre EEl Demonstration Program Removable Rod Assemblies.

In the past, experience with removable rods has been attained at Saxton,
Yankee and Zorita; and additional experience will be acquired at the San
Onofre Cycle 2 and Surry Unit 1. Over 300 fuel rods were removed and
reinserted into assemblies during the Saxton reconstitution without
evidence of failure. Leak detection tests were performed on the assemblies
after all rods were reinserted, and no leakage was detected. An equally
large number of Saxton rods have been successfully removed, examined and
reinserted into over 12 3x3 subassemblies at Saxton. In addition, 28 full
length Yankee rods were removed, examined and reinserted into Yankee Core V
special assemblies. Similar handling of 22 removable rods was successfully
completed during the first Zorita refueling. All such fuel handlings have
been done routinely and without difficulty.

The same fuel rod design limits indicated in Section 4.5.2, fuel
temperature and internal pressure, are maintained for these removable rods
and there is no reduction in margin to DNB. Their inclusion in the initial
Zion Unit 1 core loading introduces no additional safety considerations and
in no way changes the safeguard analyses and related engineering
information presented in previously submitted material in support of the
license application.

4.2.3.3.10 Effects of Vibration and Thermal Cycling on Fuel Assemblies

Analyses of the effect of cyclic deflection of the fuel rods, grid springs,
RCCA control rods, and burnable absorber rods due to hydraulically induced
vibrations and thermal cycling show that the design of the components is
good for an infinite number of cycles.

In the case of the fuel rod grid spring support, the amplitude of a
hydraulically induced motion of the fuel rod is extremely small (--0.001),
and the stress associated with the motion is significantly small (<100
psi). Likewise, the reactions at the grid spring due to the motion is much
less than the preload spring force, and contact is maintained between the
fuel clad and the grid spring and dimples. Fatigue of the clad and
fretting between the clad and the grid support is not anticipated. The
effect of thermal cycling on the grid-clad support is merely a slight
relative movement between the grid contact surfaces and the clad which is
gradual in nature during heatup and cooldown. Since the number of cycles
of the occurrence is small over the life of a fuel assembly (-3 years),
negligible wear of the mating parts is expected.
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The dynamic deflection of the full-length control rods and the burnable
absorber rods is limited by their fit with the inside diameter of either
the upper portion of the guide thimble or the dashpot (0.0765-inch
diametral clearance at guide thimble; 0.0145-inch diametral clearance at
the dashpot). With this limitation, the occurrence of truly cyclic motion
is questionable. However, an assumed cyclic deflection through the
available clearance gap results in an insignificantly low stress in either
the clad tubing or in the flexture joint at the spider or retainer plate.
The above consideration assumes the rods are supported as cantilevers from
the spider, or the retainer plate in the case of the burnable absorber
rods.

A calculation, assuming the rods are supported by the surface of the
dashpots and at the upper end by the spider or retainer, results in a
similar conclusion.

4.2.3.3.10.1 Fuel Rod Bowing

Rod bow is a phenomenon which results in a flow area reduction in a given
subchannel. Different thermal expansion forces within the fuel assembly
lattice arrangement are a primary cause of increased stress in the rods.
This is due to the fact that the rods are held in place vertically through
the use of a frictional force applied by the grid springs. These induced
stresses are released through the mechanism of cladding creep which will
tend to magnify any as-built bow in a given rod. Due to the lattice
arrangement, any bowed rod which is not on the periphery of the core must
reduce the flow area of an adjacent channel, thus affecting DNB. The
effect of rod bowing on DNB is discussed in Section 4.4.2.3.3.1.

4.2.3.3.11 Fuel Assembly and RCCA Mechanical Evaluation

To confirm the mechanical adequacy of the fuel assembly and full-length
RCCA, functional test programs have been conducted on a full-scale Indian
Point No. 2 prototype 12-foot canless fuel assembly and control rod. The
prototype assembly was tested under simulated conditions of reactor
temperature, pressure, and flow for approximately 1000 hours. The
prototype mechanism accumulated 2,260,892 steps and 600 trips. At the end
of the test the control rod drive mechanism was still operating
satisfactorily. A correlation was developed to predict the amplitude of
flow excited vibration of individual fuel rods and fuel assemblies.
Inspection of the fuel assembly and drive line components did not reveal
significant fretting. The wear of the absorber rods, fuel assembly guide
thimbles, and upper guide tubes was minimal. The control rod free fall
time against 125% of nominal flow was less than 1.5 seconds to the dashpot
(10 feet of travel). Additional tests had previously been made on a full-
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scale San Onofre mock up version of the fuel assembly and control rod (see
Reference 7). A discussion of Reactor Coolant System pipe rupture is
contained in Section 15.6.5.

4.2.3.3.11.1 Indian Point No. 2 Mockup Tests

A 1/7 scale model of the Indian Point No. 2 internals was designed and
built for hydraulic and mechanical testing. The tests provided information
on stresses and displacements at selected locations on the structure due to
static loads, flow induced loads, and electromagnetic shaker loads. Flow
distribution and pressure drop information were obtained. Results of the
static tests indicated that mean strains in the upper core support plate
and upper support columns are below design limits. Strains and
displacements measured in the model during flow tests verified that no
damaging vibration levels were present. Additional information gained from
the tests were the natural frequency and damping of the thermal shield and
other components in air and water. Model response can be related to the
full scale Zion plant for most of the expected exciting phenomena, but
across the board scaling is not possible. Specifically, exciting phenomena
which are strongly dependent on Reynolds number cannot be scaled. In areas
where Reynolds number may be important, either (1) the measured vibration
amplitudes were many times lower than a level that would be damaging, or
(2) full-scale vibration data has been obtained.

4.2.3.3.11.2 Loading and Handling Tests

Tests simulating the loading of the prototype fuel assembly into a core
location have also been successfully conducted to determine that proper
provisions had been made for guidance of the fuel assembly during refueling
operation.

4.2.3.3.11.3 Axial and Lateral Bending Tests

Axial and lateral bending tests have been performed in order to simulate
mechanical loading of the assembly during refueling operation. Although
the maximum column load expected to be experienced in service is
approximately 1000 lb, the fuel assembly was successfully loaded to 2200 lb
axially with no damage resulting. This information is also used in the
design of fuel handling equipment to establish the limits for inadvertent
axial loads during refueling.

4.2.3.3.11.4 Withdrawal of a Single Control Rod

No single-electrical or mechanical failure in the Rod Control System could
cause the accidental withdrawal of a single RCCA from the inserted bank at
full power operation. The operator could deliberately withdraw a single
RCCA in the control bank. This feature is necessary in order to retrieve a
rod, should one be accidentally dropped. In the extremely unlikely event
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of simultaneous electrical failures which could result in single RCCA
withdrawal in the four-loop plant, Rod Deviation and Rod Control Urgent
Failure would both be displayed on the plant annunciator, and the rod
position indicators (RPI) would indicate the relative positions of the rods
in the bank. The Urgent Failure Alarm also inhibits automatic rod motion
in the group in which it occurs. Withdrawal of a single RCCA by operator
action, whether deliberate or by a combination of errors, would result in
activation of the same alarm and the same visual indications.

Each bank of control rods in the system is divided into two groups of 4
mechanisms each (except group 2 of bank D which consists of 5 mechanisms).
The rods comprising a group operate in parallel through multiplexing
thyristors. The two groups in a bank move sequentially such that the first
group is always within one step of the second group in the bank. A
definite schedule of actuation (or deactuation) of the stationary gripper,
movable gripper, and lift coils of a mechanism is required to withdraw the
RCCA attached to the mechanism. Since the four stationary gripper, movable
gripper, and lift coils associated with the four RCCAs of a rod group are
driven in parallel, any single failure which would cause rod withdrawal
would affect a minimum of one group, or four RCCAs. Mechanical failures
are in the direction of insertion, or immobility.

In the extremely unlikely event of multiple failures which result in
continuous withdrawal of a single RCCA, it is not possible, in all cases,
to provide assurance of automatic reactor trip such that core safety limits
are not violated. Withdrawal of a single RCCA results in both positive
reactivity insertion tending to increase core power, and an increase in
local power density in the core area "covered" by the RCCA.

If analysis of possible failure mechanisms is disregarded, two cases must
be considered as follows:

1. If the reactor is in the automatic control mode, withdrawal of a
single RCCA will result in insertion of the other RCCAs in the
controlling bank to compensate for the positive reactivity insertion.
Core power and coolant temperature thus remain close to their initial
values. However, for the continuous withdrawal which might cause the
D rods to go below the bottom of the insertion limit, core limits
might be exceeded. The power density in the area of the withdrawn rod
increases, resulting in hot channel factors greater than design
values. While considerable margin in FAH, in terms of DNB, exists at
nominal conditions, the possible consequences of this accident include
a DNB ratio of less than the DNBR limit (see Section 4.4) for a small
number of fuel rods in the area of the withdrawn RCCA.

4.2-20 JULY 1993



ZION STATION UFSAR

2. If the reactor is in the manual control mode, continuous withdrawal of
a single RCCA results in both an increase in core power and coolant
temperature, and an increase in the local hot channel factor in the
area of the failed RCCA. In terms of overall system response, this
case is similar to those presented in Section 15.4.2 of the Zion
UFSAR; however, the increased local power peaking in the area of the
withdrawn RCCA results in lower minimum DNB ratios than for the
withdrawn bank cases. Depending on initial power level and location
of the failed RCCA, automatic reactor trip may not occur sufficiently
fast to prevent the minimum core DNB ratio from falling below 1.30.
Thus, for this case, the possible consequences include having fuel
rods in the area of the RCCA with a DNB ratio less than the DNBR limit
(see Section 4.4).

It should be noted that for accidents such as discussed in I above, no
automatic reactor trip will result; however, core total power and coolant
temperature will remain close to their values. For cases such as 2 above,
a trip will ultimately ensue, although not sufficiently fast in all cases
to prevent a minimum DNB ratio in the core of less than the DNBR limit.
For both cases, where the minimum core DNB ratio is less than the limit*,
the cladding temperature is below 2100'F.

For both cases, the indicators and alarms mentioned previously would
function to alert the operator to the malfunction. For case 1, discussed
above, the insertion limit alarms (Lo and Lo-Lo alarms) would serve in this
regard.

Table 15.4-4 provides the resulting peaking factor (FAH) and DNBR with Bank
D fully inserted and the control rod (H-8) completely withdrawn. For the
central control rod missing with Bank D at the insertion limits, the
calculated FQ is less than the original design value of 2.70. The rod
misalignment condition is detectable from the actual rod position
information displayed on the control board. The rod misalignment can also
be detected by a AT of greater than 10F on the thermocouple monitoring the
misaligned RCC and a AT of greater than 4°F on the adjacent thermocouple to
the misaligned rod when the normal rod insertion case and misaligned case
are compared. Confirmation of misaligned rod condition may be made by
comparing traces of movable detectors made in the vicinity of symmetrical
control rods to the suspected misaligned control rod.

Section 4.6.1.1 contains additional information related to control rod
withdrawal.
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4.2.4 Testing and Inspection Plan

4.2.4.1 Fuel Quality Control

In addition to the quality assurance discussion for the core components
described above, the nuclear fuel fabrication quality control measures are
outlined below.

Quality Control philosophy is generally based on inspections being
performed to a 95% confidence that at least 95% of the product meets
specification, unless otherwise noted, using either a hypergeometric
function with zero defectives for small lots or the latest revision of
Mil-105D for large lots. The following inspections are included.

4.2.4.2 Inspections

4.2.4.2.1 Component Parts

All parts received are inspected to a 95 x 95 confidence level. The
characteristics inspected depend upon the component parts. Inspections
include dimensional, visual, and check audits of test reports, material
certification and nondestructive testing such as X-ray and ultrasonic.
Westinghouse materials process and component specifications specify in
detail the inspection to be performed.

All material used in the manufacture of this core is accepted and released
by Quality Control.

4.2.4.2.2 Pellets

Inspection is performed to a 95 x 95 confidence level for diameter and
density. Visual inspections are performed for cracks, chips, porosity, and
other visual characteristics according to established visual standards.
Chemical analyses and hydrogen samples are taken on a blend lot basis
throughout pellet production.

4.2.4.2.3 Rod Inspection

To assure that manufactured fuel rods meet a high standard of excellence
from the standpoint of functional requirements, many inspections and tests
are performed both on the raw material and the finished product. These
tests and inspections include chemical analysis, elevated temperature,
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tensile testing of fuel tubes, dimensional inspection, X-ray or ultrasonic
testing, of both end plug welds, helium leak tests, and gamma assay of fuel
rods.

Rod inspection consists of 100% nondestructive inspection, and is based on
the experience, specifications, procedures, and standards established on
previously manufactured and operated cores.

The following tests and inspections ensure that 100% of the rod welds have

been checked by several different techniques.

4.2.4.2.3.1 Leak Testing

Each rod is tested to a known leakage (•Ix10- 6 ATM [atmospheric pressure]
cc/sec) using mass spectrometry with helium being the detectable gas. The
leak detection systems are qualified using calibrated leak standards
purchased from qualified suppliers.

4.2.4.2.3.2 Nondestructive Testing

All fuel rod welds are tested in at least one of the following means:

1. X-ray: Fuel rod weld enclosures are X-rayed at 0', 60', and 1200
using weld correction blocks. X-rays are taken in accordance with
Westinghouse Material Technical (MTS) 11200, latest version, using 2-
2T penetrometer as the basis of acceptance; or

2. Ultrasonic (UT) Examination: Fuel rod welds receive ultrasonic
examination utilizing qualified UT equipment, periodically calibrated
with test rods.

4.2.4.2.3.3 Dimensional and Visual Inspection

All rods are dimensionally and visually inspected prior to final release
and upgrading. The requirements include such items as length, camber,
girth weld outer diameter (OD) using ring go-gages, and visual inspection
of welds and OD surface utilizing Engineering approved visual standards.

4.2.4.2.3.4 Gamma Assay

All rods are axially scanned to verify zone and stack lengths as well as
plenum length. Also, the fuel stack is scanned for gaps, off-specification
pellets, and zone/stack enrichment averages.
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4.2.4.2.4 Rod Upgrading

Upon final inspection, the rods are upgraded by a computer system, to
ensure all inspections have been performed and are acceptable prior to fuel
assembly loading.

4.2.4.2.5 Assembly Inspection and Clean Check

Inspection consists of 100% inspection for cleanliness and visual
inspection of accessible surfaces for rod loading and fuel assembly
handling damage.

4.2.4.2.6 Visual Examination for First Core

The visual examination program was conducted for the first core fuel in
cooperation with Commonwealth Edison Company and Westinghouse. No
unacceptable conditions were observed (see Reference 8).
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4.2.4.2.7 Other Inspections

The following inspections will be performed as part of routine inspection
operations:

1. Measurements, other than those specified above, which are critical to
thermal and hydraulic analyses are obtained to enable evaluation of
manufacturing variations to a 99.5% confidence level.

2. Tool and gage inspection and control includes standardization to
primary and secondary working standards. Tool inspection is performed
at prescribed intervals on all serialized tools. Complete records are
kept of calibration and the condition of tools.

3. Check audit inspection of all inspection activities and records are
performed to assure that prescribed methods are followed and that all
records are correct and properly maintained.

4. Surveillance of outside contractors, including approval of standards
and methods, are performed where necessary. However, all final
acceptance is based upon inspection performed at the Westinghouse
plant.

4.2.4.3 Assembly Enrichment

To prevent the possibility of mixing enrichments during fuel manufacture
and assembly, meticulous process control is exercised. The U02 powder is
blended in approximately 1,500 kg bulk container blends.
Powder withdrawal from bulk container storage can be made by one authorized
group only who direct the powder to the correct pellet production line.
All pellet producti-on lines are physically separated from each other and
pellets of only a single enrichment and density are produced in a given

Iproduction area.
Finished pellets are placed on trays and then into tray storage carts
pending loading into fuel tubes.

Loading of the pellets into the fuel tubes is again accomplished in
isolated production lines and only one enrichment is loaded on a line at a
time. Fuel rod components (clad, end plug, spring) and pellet tray
traceability and accountability are maintained via computer transactions
keyed to a unique bar code that is laser etched on each fuel tube. The
completed fuel rod is released to a channel. The channel is then assigned
to a loading magazine which "mirrors" the fuel assembly loading pattern.
Each step is traced via the fuel rod bar code and the final fuel assembly
loading pattern must agree with the loading magazine to be released. The
top nozzle identification then becomes the fuel assembly identification for
future rod traceability.
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TABLE 4.2-1 (1 of 2)

TYPICAL CORE MECHANICAL DESIGN PARAMETERS FOR LOPAR FUEL (1)

Active Portion of the Core

Equivalent Diameter, in.
Active Fuel Height, in.
Length-to-Diameter Ratio
Total Cross-Section Area, Ft 2

132.7
144
1.09
96.06

Fuel Assemblies

Number
Rod Array
Rods per Assembly
Rod Pitch, in.
Overall Dimensions
Fuel Weight, (as U02),pounds
Total Weight, pounds
Number of Grids per Assembly
Number of Guide Thimbles
Diameter of Guide Thimbles (upper part), in.
Diameter of Guide Thimbles (lower part), in.

193
15 x 15
204(2)
0.563
8.426 x 8.426
216,600
276,000
7
20
0.545 0.D.
0.484 0.D.

x 0.515 I.D.
x 0.454 I.D.

Fuel Rods

Number
Outside Gap, in.
Diametral Gap, in.

Regions 1, .2 and 3
Clad Thickness, in.

Regions 1, 2 and 3
Clad Material
Overall Length
Length of End Cap, overall,
Length of End Cap, inserted

39,372
0.422

0.0075

0.0243
Zircaloy
151.85
0.688
0.250

in.
in rod, in.

Fuel Pellets (Unit 1 core values are for cycle 1)

Material
Density (% of Theoretical)

Region 1
Region 2
Region 3

Feed Enrichments w/o
Region 1
Region 2
Region 3

U02 sintered

93.68
94.5 (93 for Unit 2)
94.5

2.25
2.80
3.30
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TABLE 4.2-1 (2 of 2)

TYPICAL CORE MECHANICAL DESIGN PARAMETERS FOR LOPAR FUEL (

Fuel Pellets, cont.

Diameter, in.
Regions 1, 2 and 3

Length, in.
0.3659
0.600

Rod Cluster Control Assemblies

Neutron Absorber
Cladding Material

Clad Thickness, in.
Number of Clusters

Full Length
Part Length

Number of Control Rods per Cluster
Length of Rod-Control, in.

Length of Absorber Section, in.

5% Cd, 15% In, 80% Ag
Type 304 SS - Cold
Worked
0.019

53
0 (Removed per Mod 78-20)
20
156.436 (overall)
149.136 (insertion length)
142.00 (full length)

Core Structure

Core Barrel, in.
I.D.
O.D.

Thermal Shield, in.
I.D.
O.D.

148.0
152.5

158.5
164.0

Burnable Poison Rods (First core values included as an example; specific
reload values are available in design reports.)

Number
Material
Outside Diameter, in.
Inner Tube, O.D. in.
Clad Material
Inner Tube Material
Boron Loading (natural) gm/cm of glass rod

1434
Borosilicate Glass
0.4395
0.2365
S.S.
S.S.
0.0603

(1) All dimensions are for cold conditions.

(2) Twenty-one rods are omitted: Twenty provide passage for control rods and one to
contain incore instrumentation.
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TABLE 4.2-2

COMPARISON OF 15X15 FUEL ASSEMBLY DESIGN PARAMETERS

PARAMETER

Cycle #

Fuel Assy. Length, int1)

Fuel Rod Length, in(')

Assy. Envelope, in

Compatible w/Core Internals

Fuel Rod Pitch, in

Fuel Rods/Assy

Guide Tubes/Assy

Instrumentation Tubes/Assy

Compatible w/Movable In-core Detector
System

Fuel Tube Material

Fuel Rod Clad OD, in

Fuel Rod Clad Thickness, in

Fuel/Clad Gap, mil

Fuel Pellet Diameter, in

Fuel Pellet Length:
Enriched Fuel, in.

Unenriched Fuel, in(')

Guide Tube Material

Guide Tube OD (Above Dashpot), in

Guide Tube Wall Thickness, in

Top Nozzlel'

Top Nozzle Holddown Springs

Compatible With Fuel Handling Equipment

Bottom Nozzle")•

OFA

12

159.765

151.85

8.426

Yes

0.563

204

20

1

Yes

Zircaloy-4

0.422

0.0243

7.5

0.3659

0.439

Zircaloy-4

0.533

0.017

Standard

3-leaf

Yes

304 SS
Recon12)

VANTAGE 5

13

159.975

152.170

8.426

Yes

0.563

204

20

1

Yes

Zircal oy-4

0.422

0.0243

7.5

0.3659

0.439

0.545

Zircaloy-4

0.533

0.017

Removable

3-leaf

Yes

304 SS
Recon (2) +
Debris
Filter

VANTAGE 5
w/IFMs

14 & 15

159.975

152.170

8.426

Yes

0.563

204

20

I

Yes

Zircaloy-4

0.422

0.0243

7.5

0.3659

0.439

0.545

Zircaloy-4

0.533

0.017

Removable

3-leaf

Yes

304 SS
Recon12) +

Debris
Filter

(1) VANTAGE 5 design change compared to the OFA design.
(2) Recon = Reconstitutable
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4.3 NUCLEAR DESIGN

This section presents the nuclear characteristics of the core and an
evaluation of the characteristics and design parameters which are
significant to design objectives. The capability of the reactor to achieve
these objectives while performing safely under normal operational modes,
including both transient and steady state, is demonstrated.

4.3.1 Design Bases

4.3.1.1 Reactor Core Design

Criterion: The reactor core with its related controls and protection
systems shall be designed to function throughout its design
lifetime without exceeding acceptable fuel damage limits
which have been stipulated and justified. The core and
related auxiliary system designs shall provide this
integrity under all expected conditions of normal operation
with appropriate margins for uncertainties and for specified
transient situations which can be anticipated.

The reactor core, with its related control and protection system, is
designed to function throughout its design lifetime without exceeding
acceptable fuel damage limits. The core design, together with reliable
process and decay heat removal systems, provides for this capability under
all expected conditions of normal operation with appropriate margins for
uncertainties and anticipated transient situations. Refer to Chapter 15
for more details describing the transient situations.

The Reactor Protection System is designed to actuate a reactor trip for any
anticipated combination of plant conditions, when necessary, to ensure a
minimum departure from nucleate boiling ratio (DNBR) equal to or greater
than the DNBR limit (see Section 4.4).

The integrity of fuel cladding is ensured by preventing excessive fuel
swelling, excessive clad heating, excessive cladding stress and strain.
This is achieved by designing the fuel rods so that the following
conservative limits are not exceeded during normal operation or any
anticipated transient condition:
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1. Minimum DNBR equal to or greater than the DNBR limit
2. Fuel center temperature below the melting point of U02
3. Internal gas pressure less than the nominal external pressure (2250

psia), even at the end of life
4. Clad stresses less than the Zircaloy yield strength (as irradiated)
5. Clad strain less than 1%
6. Cumulative strain fatigue cycles less than 80% of design strain

fatigue life (as irradiated)

The ability of fuel designed and operated to these criteria to withstand
postulated normal service conditions is described in this chapter.
Abnormal service conditions are shown by analyses, described in Chapter 15,
to satisfy the demands of plant operation well within applicable regulatory
limits.

The reactor coolant pumps provided for the plant are supplied with
sufficient rotational inertia to maintain an adequate flow coastdown and
prevent core damage in the event of a simultaneous loss of power to all
pumps.

In the unlikely event of a turbine trip from full power without an
immediate reactor trip, the subsequent reactor coolant temperature increase
and volume insurge to the pressurizer results in a high pressurizer
pressure trip and thereby prevents fuel damage for this transient. A loss
of external electrical load of 50% of full power or less is normally
controlled by rod cluster insertion coupled with a controlled steam dump to
the condenser. This prevents a large temperature and pressure increase in
the Reactor Coolant System and thus prevents a reactor trip. In this case,
the overpower-overtemperature protection would guard against any
combination of pressure, temperature, and power which could result in a DNB
ratio less than the DNBR limit during the transient.

In neither the turbine trip nor the loss-of-flow events do the changes in
coolant conditions provoke a nuclear power excursion because of the large
system thermal inertia and relatively small void fraction. Protection
circuits actuated directly by the coolant conditions identified with core
limits are therefore effective in preventing core damage.

Reactivity Control Limits

The control system and the operational procedures provide adequate control
of the core reactivity and power distribution. The following control
limits are met:
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1. A minimum hot shutdown margin is available assuming a 10% uncertainty
in the control rod calculation.

2. This shutdown margin is maintained with the most reactive Rod Cluster
Control Assembly (RCCA) in the fully withdrawn position.

3. The shutdown margin is maintained at ambient temperature by the use of
soluble boron.

4.3.1.2 Suppression of Power Oscillations

Criterion: The design of the reactor core with its related controls and
protection systems shall ensure that power oscillations, the
magnitude of which could cause damage in excess of
acceptable fuel damage limits, are not possible or can be
readily suppressed.

The potential for possible spatial oscillations of power distribution for
this core has been reviewed. lt is concluded that low frequency xenon
oscillations may occur in the axial dimension, but can be controlled by
control rod movement. The VANTAGE 5 reload core, like the Optimized Fuel
Assembly (OFA) reload core, is stable to radial x-y xenon oscillations at
all times in life. Routine implementation of the low neutron leakage
design in the VANTAGE 5 cores serves to make the core more stable with
respect to radial power swings. This design effectively "reduces" core
diameter through decreased power sharing in the peripheral assemblies.
Excore instrumentation is provided to obtain necessary information
concerning power distribution. This instrumentation is adequate to enable
the operator to monitor and control xenon induced oscillations. (Incore
instrumentation is used to periodically calibrate and verify the
information provided by the excore instrumentation.) The analysis,
detection, and control of these oscillations is discussed in References 2
and 3.

4.3.1.3 Redundancy of Reactivity Control

Criterion: Two independent reactivity control systems, preferably of
different principles, shall be provided.

Two independent reactivity control systems are provided, one involving
RCCAs and the other involving chemical shimming.

The RCCAs are divided into two categories comprising control banks and
shutdown banks. The control banks, used in combination with chemical shim
control, provide control of the reactivity changes of the core throughout
the life of the core during power operation. These banks of RCCAs are used
to compensate for short term reactivity changes at power that might be
produced due to variations in reactor power level or in coolant
temperature. The chemical shim control is used to compensate for the more
slowly occurring changes in reactivity throughout core life such as those
due to fuel depletion and fission product buildup.,
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4.3.1.4 Reactivity Hot Shutdown Capability

Criterion: The reactivity control systems provided shall be capable of
making and holding the core subcritical from any hot standby
or hot operating condition.

RCCAs provide capability, together with the dissolved boron, of making and
holding the reactor subcritical by at least 1.3% Ak/k from any mode of
operation associated with the steady state, operational and anticipated
transients.

4.3.1.5 Reactivity Shutdown Capability

Criterion: One of the reactivity control systems provided shall be
capable of making the core subcritical under any anticipated
operating condition (including anticipated operational
transients) sufficiently fast to prevent exceeding
acceptable fuel damage limits. Shutdown margin should
assure subcriticality with the most reactive control rod
fully withdrawn.

The reactor core, together with the reactor control and protection system
is designed such that the minimum allowable DNBR is at least greater than
or equal to the DNBR limit and there is no fuel melting during normal
operation including anticipated transients.

The shutdown groups are provided to supplement the control groups of RCCAs
to make the reactor at least 1.3% subcritical at the hot zero power
condition (keff = 0.987) following trip from any credible operating
condition assuming the most reactive RCCA is in the fully withdrawn
position.

Sufficient shutdown capability is also provided to maintain the core
subcritical assuming the most reactive rod to be in the fully withdrawn
position for the most severe anticipated cooldown transient associated with
a single active Engineered Safety Feature failure, e.g., a spurious
opening, with a failure to close, of the largest of any single steam dump,
relief or safety valve. This shutdown is achieved by the combination of
control rods and automatic boric acid addition via the emergency core
cooling system. The design minimum shutdown margin is 1.30% assuming the
maximum worth control rod is in the fully withdrawn position and allowing
10% uncertainty in the control rod calculations.
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Manually controlled boric acid addition is used to maintain the shutdown
margin for the long term conditions of xenon decay and plant cooldown.
Redundant equipment is provided to guarantee the capability of adding boric
acid to the reactor coolant system.

4.3.1.6 Reactivity Holddown Capability

Criterion: The reactivity control systems provided shall be capable of
making the core subcritical under credible accident
conditions with appropriate margins for contingencies and
limiting any subsequent return to power such that there will
be no undue risk to the health and safety of the public.

Normal reactivity shutdown capability is provided by control rods within
2.4 seconds following a trip signal. Boric acid injection is used to
compensate for the long term xenon decay transient and for plant cooldown.
As discussed in response to the previous criteria, the shutdown capability
prevents return to critical during the cooldown associated with a safety
valve stuck fully open.

Any time that the reactor is at power, the quantity of boric acid retained
in the boric acid tanks and ready for injection always exceeds that
quantity required for the normal cold shutdown. This quantity always
exceeds the quantity of boric acid required to bring the reactor to hot
shutdown and to compensate for subsequent xenon decay. Boric acid is
pumped from the boric acid tanks, by one of two boric acid transfer pumps,
to the suction of one of three charging pumps which inject boric acid into
the reactor coolant. In less than one hour, sufficient boric acid can be
injected by one pump to take the plant to a 1.3% shutdown margin in the hot
condition with no rods inserted at beginning-of-life (BOL). In an
additional hour, enough boric acid can be injected to Compensate for xenon
decay, although xenon decay below the equilibrium operating level does not
begin until approximately 24 hours after shutdown. Additional boric acid
injection is employed if it is desired to bring the reactor to cold
shutdown conditions.

On the basis of the above, the injection of boric acid affords backup
reactivity shutdown capability, independent of control rod clusters which
normally serve this function in the short term situation. Shutdown for
long term and reduced temperature conditions can be accomplished with boric
acid injection using redundant components, thus achieving the measure of
reliability implied by the criterion.

Alternately, boric acid solution at lower concentration can be supplied
from the refueling water storage tank. This solution can be transferred
directly by the charging pumps or, alternately, by the safety injection
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pumps. The reduced boric acid concentration lengthens the time required to
achieve equivalent shutdown.

4.3.1.7 Reactivity Control Systems Malfunction

Criterion: The reactor protection systems shall be capable of
protecting against any single malfunction of the reactivity
control system, such as unplanned continuous withdrawal (not
ejection or dropout) of a control rod, by limiting
reactivity transients to avoid exceeding acceptable fuel
damage limits.

The reactor protection systems are capable of protecting against any single
credible malfunction of the reactivity control system by limiting
reactivity transients to avoid exceeding acceptable fuel damage limits.

Reactor shutdown with rods is completely independent of the normal rod
control functions since the trip breakers completely interrupt the power to
the rod mechanisms regardless of existing control signals.

4.3.1.8 Maximum Reactivity Worth of Control Rods

Criterion: Limits, which include reasonable margin, shall be placed on
the maximum reactivity worth of control rods or elements and
on rates at which reactivity can be increased to ensure that
the potential effects of a sudden or large change of
reactivity cannot (a) rupture the reactor coolant pressure
boundary or (b) disrupt the core, its support structures, or
other vessel internals sufficiently to lose capability of
cooling the core.

Limits, which include considerable margin, are placed on the maximum
reactivity worth of control rods or elements and on rates at which
reactivity can be increased to ensure that the potential effects of a
sudden or large change of reactivity cannot (a) rupture the reactor coolant
pressure boundary or (b) disrupt the core, its support structures, or other
vessel internals so as to lose the capability to cool the core.

The reactor control system employs control rod clusters. A portion of
these are designated shutdown rods and are fully withdrawn during power
operation. The remaining rods comprise the control groups which are used
to control load and reactor coolant temperature. The rod cluster drive
mechanisms are wired into preselected groups, and are therefore prevented
from being withdrawn in other than their respective groups. The rod drive
mechanism is of the magnetic latch type and the coil actuation is sequenced
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to provide variable speed rod travel. The maximum reactivity insertion
rate is analyzed in the setpoint study assuming two of the highest worth
groups are accidentally withdrawn at maximum speed. This yields reactivity
insertion rates of the order of 8 x 14Z Ak/sec, which are well within the
capability of the overpower-overtemperature protection circuits to prevent
core damage. To ensure this, no single credible mechanical or electrical
control system malfunction can cause a rod cluster to be withdrawn at a
speed greater than 72 steps per minute (45 inches per minute).

4.3.2 Description

4.3.2.1 Nuclear Design Description

A summary of the reactor nuclear design parameters is presented in Table
4.3-1. Table 4.3-4 includes the range of key safety parameters for VANTAGE
5 transition cores and OFA cores. Specific values for Zion reload cycles
are calculated and reviewed prior to the cycle and are available in that
cycle's Nuclear Design Report.

4.3.2.1.1 Nuclear Safety Limits

At full power (3250 MWt), the nuclear heat flux hot channel factor,
QF = 2.40, is not exceeded.

For any condition of power level, coolant temperature and pressure which is
permitted by the control and protection system during normal operation and
anticipated transients, the hot channel power distribution is such that the
minimum departure from nucleate boiling ratio (DNBR) is greater than the
DNBR limit and the linear fuel rating is less than 22.6 kW/ft. For any
normal steady-state operating condition, the maximum linear fuel rating
does not exceed 16.4 kW/ft.

Potential axial xenon oscillations can be controlled with rods to preclude
adverse core conditions. The protection system ensures that the nuclear
core limits are not exceeded.

4.3.2.2 Power Distribution

In order to meet the performance objectives without violating safety
limits, the peak to average power density must be within the limits set by
the nuclear hot channel factors. For the peak power point in the core, the

NNnuclear heat flux hot channel factor, FQ , is 2.40. For the hottest
channel, the nuclear enthalpy rise hot channel factor, FAH, is 1.5.

4.3-7 JULY 1993



ZION STATION UFSAR

Extensive power distribution analyses have been performed for the core and
support the assertion that the design objectives are achieved. Figures
4.3-1 and 4.3-2 show variation of hot channel factors for various rod
positions at beginning of life for a typical VANTAGE 5 design cycle.
Incore instrumentation is employed to check the power distributions
throughout core lifetime.

The control system for axial power distribution control is based on manual
operation of the control rods. Administrative procedures, alarm functions,
and automatic rod stops guide and monitor the operator in performing these
tasks. The excore Nuclear Instrumentation System (NIS) supplies the
necessary information for the operator to control the core power
distribution within the limits established for the protection system
design. This information consists of a two-pen recorder for each power
range channel which displays the upper and lower ion chamber currents and
an indicator which gives the difference in these two currents for each
power range channel. The ion chamber currents sent to the recorders and
indicators are calibrated against incore power distribution obtained from
the movable detector system so that the eight individual signals are
directly related to the power generated in the adjacent section of the
core. This arrangement divides the core into eight sections for monitoring
purposes; four in the upper half and four in the lower half. The operator
manually positions the control rods to maintain a prescribed relationship
between the power generated in the upper and lower sections of the core.

The relationship between core power distribution and excore nuclear
instrumentation readings is established during the startup testing program.
Incore flux measurements are made over a range of axial offsets at a fairly
constant power. These measurements, together with power range detector
currents, will be processed to yield the relationships between core average
axial power generation, the axial peaking factor, and axial offset as
indicated by the excore nuclear instrumentation. This excore instrument
calibration may be performed by other methods provided the incore/excore
(NIS) axial-offset disagreement becomes no larger than the tolerance
allowed in the station NIS calibration procedure.

These relationships are checked and recalculated during operation to assess
the effect of core burnup on the sensitivity between incore power
distribution and excore readings. A more detailed discussion of the
analytical and experimental background data, which forms the basis for this
approach, is given in Reference 2.

Operation is maintained using Constant Axial Offset Control (CAOC) (see
Reference 4). This requires imposing limits on AI, the difference in power
generated by the upper and lower half of the core. These limits have been
defined as maintaining Al within +6 and -7% of the target value. Axial
flux difference limits are defined in the Technical Specifications.
Annunciators are provided in the Control Room to ensure compliance with the
flux difference band operating limits specified in these Technical
Specifications. A final acceptance criteria analysis is performed for each
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reload assuming CAOC to verify power peaking and DNB constraints.
Reactivity is controlled using control rods and chemical shim.

The Technical Specifications provide for a periodic functional test of the
f(AI) function used in the overpower and overtemperature AT trips.

Based upon experience obtained from operating plants,, quarterly calibration
of the upper and lower excore detector chambers for symmetric offset by
means of the movable incore detector system is sufficient.

Quadrant Power Tilt Limits

Significant power tilts are not'anticipated during normal operation since
this phenomenon is caused by some asymmetric perturbation. Operational
experience has shown that the normal power tilts are less than 1.01. Some
of the mechanisms that can cause power tilts are:

1. dropped RCCA
2. misaligned RCCA
3. inlet temperature mismatch
4. enrichment variations within manufacturer's tolerance
5. x-y xenon transients

The Reactor Control and Protection System includes several systems to
detect a dropped or misaligned RCCA. These systems perform-the following:

1. Individual'rod position is indicated on the control board.
2. Demanded bank position for each bank is indicated on the control

board.
3. A rod bottom alarm is actuated when any rod reaches the core bottom

out of sequence.
4. A rod deviation alarm is actuated when any rod deviates from the

demanded bank position for its bank by a preset value.
5. A rod deviation alarm is actuated When any rod in a bank deviates from

the average bank position by a preset value.

Analyses have shown (Figure 4.3-3) that the percent increase in x-y peaking
is less than or equal to twice the increase in the indicated quadrant power
tilt, i.e., an envelope with 2 : 1 slope. The data shown in Figure 4.3-3
is representative of many calculated x-y power distributions for several.
different plants where the power tilt was caused by either misaligning one
rod from-its bank or dropping only one rod into the core. Any dropped or
misaligned rod will cause an x-y power tilt except the center rod.

The perturbation caused by the center RCCA or any other RCCA in the core
will easily be seen by the Reactor Control and Protection System,
thermocouple, or movable incore flux maps.
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Perturbations caused by a dropped or misaligned RCCA lead to a local
increase in the hot channel factor around the perturbation, without
increasing the quadrant power by the same amount. For an x-y xenon
transient or inlet temperature mismatch, the whole quadrant is raised or
lowered in power. For these conditions, the increase in indicated tilt
will match the increase in quadrant power and hence increase in radial hot
channel factor, i.e. a slope of 1 :1.

Two design limits are of concern with respect to quadrant tilts: the
normal operating design peak kW/ft (FQ) and the normal operating design
enthalpy rise hot channel factor (FAH).

In the case of the FQ limit, an off-center dropped rod will perturb the
radial component of the peaking factor and, as shown in Figure 4.3-3, could
cause an increase up to twice the observed quadrant tilt.

However, even with this reduced sensitivity, the tilt will be detectable
before the design factor is violated. The alarm limit on tilt will be set
as low as practicable (a setpoint of 1.02) and measurements will be
increased by 5% (the measurements uncertainty) before comparison with the
design limit. Even with the errors in the system, the design FQ will not
be violated for tilts up to and including the alarm point. This was
demonstrated during the startup physics tests and included appropriate
consideration of the worst possible axial profiles . These tests were
accomplished during the Rod Withdrawal Tests and Rod Insertion Test at
approximately 50% power during plant startup. They involved various
misalignments of different control rods, selected to give the worst
possible situations which could arise.

These tests verified that the excore detector system and quadrant tilt
alarm are sufficiently sensitive to assure operation with power shapes not
exceeding design limits.

The enthalpy rise hot channel factor (FAH), or rod integral power, is
affected by both dropped rods and misaligned rods above the bank position.,
There is a design margin of 4% included in FAH, which is not included in
F., and the tests described above will verify that the design value of FAH
is not exceeded.

The above discussion refers to those misalignments which cause an indicated
tilt. The special case of the center rod must also be considered. If the
center rod is fully withdrawn with the remainder of bank 0 inserted to its
limit, the hot channel power may increase in the affected region by as much
as 4%. Even with this increase, the hot channel does not necessarily
increase above the limit expected in normal operating situations, which is
I8% below the design limit of 1.65. The margin in FAH covers all cases of
center rod misalignment with expected values not approaching closer than 5%

Ito the design value of 1.65. In the rod withdrawn case, the peak local
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power density, or FQ, will not increase since the core average axial peak
will be below the bank D rods. If the center rod is inserted below the
bank, beyond the part of the core that contains the peak local power, the
radial power shape will increase, but it will not violate the design limit
on FQ or FAH, even for the worst permitted core average axial profile.
This is true of reload cores, since it is a property of the optimum power
shape and rod pattern.

For safety limits, the maximum linear power must be less than 22.6 kW/ft
and DNBR must be greater than the DNBR limit. Since the normal operating
peak linear power must be less than 16.4 kW/ft* the ratio of maximum power
(safety limit) to normal power is approximately 1.38. Allowing the 2:1
factor described above, the quadrant tilt must be limited to 19% to avoid
violating safety limits. The peak local power density is again more
limiting than DNB with respect to quadrant tilt and safety limits.

Since the quadrant tilt alarm relies on four excore detectors for complete
coverage, the conditions of operation with one of these out of service must
be considered. The rod deviation alarm is a completely independent system
for the detection of misaligned rods and would be expected to provide the
first indication of misalignment. A secondary tilt monitoring system is
available through the thermocouples or movable incore system. In the event
that one excore detector is out of service, hand logging hourly of at least
one thermocouple per quadrant or one movable incore trace per quadrant
would be required to demonstrate core symmetry. The readings would be
related to a datum previously determined from a known symmetric situation.

In the event that the statements made above, relative to meeting design hot
channel factors with alarmed quadrant tilts, are not verified by
measurements made on the operating plant, alternative courses of action
must be the subject of a safety review. The solution will depend on the
nature and severity of the discrepancy and should the maximum linear power
exceed 16.4 kW/ft, immediate action will be taken to reduce the maximum
linear power to less than 16.4 kW/ft and may dictate a temporary reduction
in maximum core power.

The normal operating peak linear power is based on a FQ limit of 2.40.

Bounding the power is an uncertaining of 102% maximum power and a pellet
stack height factor of 1.002. Max kW/ft = 2.40 x 1.02 x 1.002 x 6.7
kW/ft = 16.4 kW/ft where 6.7 kW/ft is the average nominal linear heat
generation in the core.
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4.3.2.3 Reactivity Coefficients

The response of the reactor core to plant conditions or operator
adjustments during normal operation, as well as the response during
abnormal or accidental transients, is evaluated by means of a detailed
plant simulation. In these calculations, reactivity coefficients are
required to couple the response of the core neutron multiplication to the
variables which are set by conditions external to the core. Since the
reactivity coefficients change during the life of the core, a range of
coefficients is established to determine the response of the plant
throughout life.

4.3.2.3.1 Moderator Temperature Coefficient

The moderator temperature coefficient relates a change in neutron
multiplication to the change in reactor coolant temperature. Reactors
employing soluble boron as a means of reactivity control possess less
negative moderator temperature coefficients than cores controlled solely by
movable or fixed RCCAs. There are two reasons for this:

1. Soluble boron density is decreased with the water density when the
coolant temperature rises; and

2. In a chemical shim core, the control rods are only partially inserted.
A deep insertion tends to increase the effective length of the core,
thus causing the moderator coefficient to become more negative.

In order to reduce the dissolved boron requirement for control of excess
reactivity, burnable absorber rods can be incorporated in the core design.
The result is that changes in the coolant density will have less effect on
the density of boron and the moderator temperature coefficient will be
reduced.

Zion Units 1 and 2 with VANTAGE 5 fuel may use Integral Fuel Burnable
Absorber (IFBA) rods and Wet Annular Burnable Absorber (WABA) rods. In the
form of clusters, these rods are distributed throughout the core as
illustrated in Figures 4.3-4 and 4.3-5. Information regarding research,
development, and nuclear evaluation of the burnable absorber rods can be
found in Reference 5. These rods initially control the installed excess
reactivity and their addition results in a reduction of the initial hot
full power boron concentration. The moderator temperature coefficient is
more negative than the allowed limit at the operating coolant temperature
with this boron concentration and with burnable absorber poison rods
installed.

The effect of burnup on the moderator temperature coefficient is
calculated. The coefficient becomes more negative with increasing burnup.
This is due to the buildup of fission product with burnup and dilution of
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the boric acid concentration with burnup. The reactivity loss due to
equilibrium xenon is controlled by removing boron as xenon builds up. With
core burnup, the coefficient will become more negative as boron is removed
because of a shift in the neutron energy spectrum due to the buildup of
plutonium and fission products. Typical moderator temperature curves at
beginning of life are illustrated in Figure 4.3-6.

4.3.2.3.2 Moderator Pressure Coefficient

The moderator pressure coefficient has an opposite sign to the moderator
temperature coefficient. Its effect on core reactivity and stability is
small because of the small magnitude of the pressure coefficient. A change
of 50 psi in pressure has no more effect on reactivity than a half-degree
change in moderator temperature. This coefficient can be determined from
the moderator temperature coefficient by relating change in pressure to the
corresponding change in density. The expected range in moderator pressure
coefficient over the cycle is given in Table 4.3-1.

4.3.2.3.3 Moderator Density Coefficient

A uniform moderator density coefficient is defined as a change in the
neutron multiplication per unit change in moderator density. The range of
the moderator density coefficient from beginning of life (BOL) to end of
life (EOL) is specified in Table 4.3-1.

4.3.2.3.4 Doppler Temperature and Power Coefficients

The Doppler coefficient of reactivity is that portion of the reactivity
feedback due to temperature changes in the fuel. The Doppler temperature
coefficient, pcm/°F, relates the reactivity change to the change in the
average temperature of the fuel. The Doppler "only" power coefficient,
Ak/k/% power, relates to the change in power which produced the
temperature change.

The Doppler coefficient is primarily a measure of the Doppler broadening of
the U-238 and Pu-240 resonance absorption. An increase in fuel temperature
increases the effective resonance absorption cross-section of the fuel and
produces a corresponding reduction in reactivity.

The Doppler coefficient changes as a function of core life, representing
the combined effects of the fuel temperature reduction with burnup and the
buildup of Pu-240.

The Doppler coefficient, in addition to including the effect of Doppler
broadening on resonance captures in U-238 and Pu-240, also includes the
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effect of thermal expansion of the fuel and clad. Expansion effects
increase the magnitude of the coefficient by about 10%.

The range of Doppler temperature and Doppler power coefficients over core
life are provided in Table 4.3-4.

The Doppler temperature coefficient is shown in Figure 4.3-9.

Figure 4.3-10 shows the Doppler power coefficient as a function of power.
The results presented do not include any moderator coefficient even though
the moderator temperature changes with power level.

4.3.2.3.4.1 Total Power Coefficient

The total reactivity change with a change in power is defined as the total
power coefficient. This coefficient as calculated at BOL under HFP
critical boron and equilibrium xenon conditions is illustrated in Figure
4.3-18.
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4.3.2.3.5 Total Power Reactivity Defect

Control rods must be available to compensate for the reactivity change
incurred with a change in power level. The magnitude of this change has
been established by correlating experimental results as presented in the
Indian Point Unit 2 FSAR.

The average temperature of the reactor coolant is increased with power
level in the reactor. Since this change is actually a part of the power
dependent reactivity change, along with the Doppler effect and void
formation, the associated reactivity change must be controlled by rods.
The largest amount of reactivity that must be controlled is at the end of
life when the moderator temperature coefficient has its most negative
value. The moderator temperature coefficient range for a typical core is
given in Table 4.3-1 while the cumulative reactivity change for both an all
OFA core and a first VANTAGE 5 transition core is shown in the first line
of Table 4.3-2. By the end of the fuel cycle, the nonuniform axial
depletion causes a power redistribution at low power. The reactivity
associated with this redistribution is part of the power defect.

4.3.2.4 Control Requirements

Reactivity control is provided by neutron absorbing control rods and by a
soluble chemical neutron absorber (boric acid) in the reactor coolant. The
concentration of boric acid is-varied as necessary during the life of the
core to compensate for: (1) changes in reactivity which occur with change
in temperature of the reactor coolant from cold shutdown to the hot
operating, zero power conditions; (2) changes in reactivity associated with
changes in the fission product poisons (xenon and samarium); (3) reactivity
losses associated with the depletion of fissile inventory and buildup of
long-lived fission product poisons (other than xenon and samarium); and (4)
changes in reactivity due to burnable absorbers depletion, if burnable
absorbers are loaded.

The control rods provide reactivity control for: (1) fast shutdown; (2)
reactivity changes associated with changes in the average coolant
temperature above hot zero power (core average coolant temperature is
increased with power level); (3) reactivity associated with any void
formation; (4) reactivity changes associated with the power coefficient of
reactivity.

4.3.2.4.1 Chemical Shim Contro'l

Control to render the reactor subcritical at temperatures below the
operating range is provided by a chemical neutron absorber (boron). The
boron concentration during refueling has been established as shown in Table
4.3-1. This concentration, together with the control rods, provides
approximately 5% shutdown margin for these operations. The concentration
is also sufficient to maintain the core shutdown without any
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RCCA rods during refueling. For cold shutdown, at the beginning of core
life, the concentration (shown in Table 4.3-1) is sufficient for 1%
shutdown with all but the highest worth rod inserted. The boron
concentration (Table 4.3-1) for refueling is equivalent to less than 2%, by
weight, boric acid (H3B03) and is well within solubility limits at ambient
temperature. This concentration is also maintained in the spent fuel pool
since it is directly connected with the refueling canal during refueling
operations.

Predicted for Cycle 13, the initial full power boron concentration without
equilibrium xenon and peak samarium is 1214 ppm. As these fission product
poisons are built up to their equilibrium values, the boron concentration
would be reduced to 916 ppm. This initial boron concentration is that
which permits the withdrawal of the control banks to their operational
limits. The xenon-free hot shutdown (k = 0.987) with all but the highest
worth rod inserted, can be maintained with the boron concentration less
than the full-power operating value with equilibrium xenon.

4.3.2.4.2 Control Rod Requirements

Neutron-absorbing control rods provide reactivity control to compensate for
more rapid variations in reactivity. The rods are divided into two
categories according to their function. Some rods compensate for changes
in reactivity due to variations in operating conditions of the reactor such
as power or temperature. These rods comprise the control group of rods.
The remaining rods, which provide shutdown reactivity, are termed shutdown
rods. The total shutdown worth of all the rods is also specified to
provide adequate shutdown with the most reactive rod stuck out of the core.

Control rod reactivity requirements at beginning and end of life are
summarized in Table 4.3-2. The installed worth of the all OFA and first
VANTAGE 5 transition core control rods is shown in Table 4.3-3.

The difference is available for excess shutdown upon reactor trip. The
control rod requirements are discussed below.

4.3.2.5 Control Rod Patterns and Reactivity Worths'

If sufficient boron is present in a chemically-shimmed core, the inherent
operational control afforded by the negative moderator temperature
coefficient is lessened to such a degree that the major control of
transients resulting from load variations must be compensated for by
control rods. The ability of the plant to accept major load variations is
distinct from safety considerations, since the reactor would be tripped and
the plant shut down safely if the rods could not follow the imposed load
variations. In order to meet required reactivity ramp rates resulting from

Iload changes, the control rods should be inserted a given distance into the
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core. The reactivity worth of this insertion has been defined as control
rod bite.

The reactivity insertion rate must be sufficient to compensate for
reactivity variation due to changes in power and temperature, caused either
by a ramp load change of 5% per minute, or by a step load change of 10%.
An insertion rate of 4 x 10- Ak per second is determined by the transient
analysis of the core and plant to be adequate for the most adverse
combinations of power and moderator coefficients. To obtain this minimum
ramp rate one control bank of rods should remain partly inserted into the
core. The reactivity associated with this bite is 0.04%.

The control requirements are nominally based on providing 1.3% shutdown at
hot, zero power conditions with the highest worth rod stuck in its fully
withdrawn position or to prevent return to criticality following a credible
steamline break, whichever is the more limiting. The condition where
excess reactivity insertion is most critical is at the end of a cycle when
the steam break accident is considered. The excess control available'at
the end of cycle, hot zero power condition with the highest worth rod stuck
out, allowing a 10%, margin for uncertainty in control rod worth, is shown
in Table 4.3-3.

The complement of 53 full-length control rods, arranged in the pattern
shown in Figure 4.3-11, meets the shutdown requirements. Table 4.3-3 lists
the calculated worths of this rod configuration for beginning and end of
the cycle. In order to be sure of maintaining a conservative margin
between calculated and required rod worths, an additional amount has been
added to account for uncertainties in the control rod worth calculations.
The calculated reactivity worths listed are decreased in the design by 10%
to account for any errors or uncertainties in the calculation. This worth
is established for the condition that the highest worth rod is stuck in the
fully withdrawn position in the core.

A comparison between calculated and measured rod worths in operating
Westinghouse reactors from Shippingport through Robert E. Ginna Nuclear
plants shows the calculation to be well within the allowed uncertainty of
10%.

4.3.3 Analytical Methods

The analysis methods and computer codes to be utilized by Commonwealth
Edison Company in modeling VANTAGE 5 cores are described in References 12
and 13. The basis for confidence in the Commonwealth Edison procedures and
neutronic design methods come from the comparison of these methods with
many experimental results as documented in the Commonwealth Edison Company
Topical Report on Benchmark of PWR Nuclear Design Methods, Docket No.
50-295/304, which was approved by the NRC in a Safety Evaluation Report
dated December 2, 1983 (Docket No. 50-295-304). Additional confidence is
obtained from the fact that the Commonwealth Edison procedures and
neutronic design methods are based on the Westinghouse procedures and
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design methods which were validated against a number of experimental
results. These experiments include criticals and other measured data from
operating power reactors. A summary of the results and discussion of the
agreement between calculated and measured values is given in other safety
analysis reports such as the FSAR for Indian Point Unit 2, Docket No.
50-247, Section 3.2.1 and the FSAR for Zion Unit 1, Docket No. 50-295,
Section 4.3.

Extensive analyses on the threshold to xenon instabilities as a function of
variation in core parameters (power coefficient, etc.) have been reported
in Reference 2.

4.3.3.1 Tests to Confirm Reactor Core Characteristics

A detailed series of startup physics tests are performed from zero power up
to and including 100% power. As part of these tests, a series of core
power distribution measurements are made over the entire range of operation
in terms of control rod assembly configuration and power level by means of
the incore movable detector system. These measurements are analyzed and
the results compared with the analytical predictions upon which safety
analyses were based.

4.3.3.2 Tests Performed During Operation

To detect and eliminate possible errors in the calculation of the initial
reactivity of the core and the reactivity depletion rate, the predicted
relation between fuel burnup and the boron concentration is compared to
actual core conditions. This comparison is continuously updated and
evaluated. Any reactivity anomaly greater than 1% would be unexpected and
its occurrence would be thoroughly investigated and evaluated.

If desired, the predicted relation can be normalized to accurately reflect
actual core conditions at the start of a cycle. When full power is reached
initially, and with the control groups in the desired positions, the boron
concentration is measured and the predicted curve is adjusted to this
point. As power operation continues, the measured boron concentration is
compared with the predicted concentration and the slope of the curve
relating burnup and reactivity is compared with that predicted and
corrected if necessary. This normalization should be completed after about
10% of the total core burnup has occurred. Thereafter, actual boron
concentration can be compared with the predicted concentration, and the
reactivity prediction of the core can be continuously evaluated and
adjusted.
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4.3.4 Changes

4.3.4.1 Onsite Review of Reload Transition to VANTAGE 5 Fuel Assemblies
(From Ref. 1)

Beginning with the Cycle 13 cores, Zion Station Units I and 2 loaded
Westinghouse 15x15 VANTAGE 5 fuel. Prior to Cycle 13, Westinghouse OFA
fuel was used in the cores. As a result, transition core loadings range
from approximately 50% to 70% OFA and 30% to 50% VANTAGE 5 to an all
VANTAGE 5 fueled core. The 15x15 VANTAGE 5 fuel assembly was designed as a
modification to the OFA design. This improved fuel design was approved by
the NRC for application in the Zion Units 1 and 2 cores (Reference 15).

The Zion cores began operating with the following VANTAGE 5 features
beginning with Cycle 13:

1. IFBAs;
2. Reconstitutable top nozzle;
3. Extended burnup; and
4. Axial blankets.

In addition, the Zion VANTAGE 5 fuel assemblies contain the Debris Filter
Bottom Nozzle (DFBN).

Beginning with the Cycle 14 cores, the Zion VANTAGE 5 fuel assemblies will
contain Intermediate Flow Mixer (IFM) grids and low pressure drop Zircaloy
mid-grids.

In addition to the fuel assembly design change, the burnable absorber
poison design, Wet Annular Burnable-Absorber (WABA), may be utilized. Zion
Station has reviewed the impact of using VANTAGE 5 and WABA for all future
Zion Units 1 and 2 reloads and the required Technical Specification
changes.

4.3.4.1.1 VANTAGE 5 vs OFA

The VANTAGE 5 design feature changes relative to OFA fuel, as described in
Section 4.2, are summarized as follows:

1. Integral Fuel Burnable Absorber - The IFBA features a zirconium
diboride coating on the fuel pellet surface on the central portion of
the enriched U02 pellet stack. In a typical reload core,
approximately one third of the fuel rods in the feed region are
expected to include IFBAs. IFBAs provide power peaking and moderator
temperature coefficient control.
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2. Reconstitutable Top Nozzle - A mechanical disconnect feature
facilitates the top nozzle removal. Changes in the design of both the
top and bottom nozzles increase burnup margins by providing additional
plenum space and room for fuel rod growth.

3. Extended Burnup - The VANTAGE 5 fuel design will be capable of
achieving extended burnups. The basis for designing to extended
burnup is contained in the approved Westinghouse extended burnup
topical report (Reference 16).

4. Blankets - The axial blanket consists of a nominal six inches of
natural U02 pellets at each end of the fuel stack to reduce neutron
leakage and to improve uranium utilization. For VANTAGE 5 reload
cores, low leakage loading patterns (burned blankets) are shown to
further improve uranium utilization and provide additional pressurized
thermal shock margin.

5. Intermediate Flow Mixer Grids - (Cycle 14 and subsequent cycles) Three
IFM grids located between the three upper most Zircaloy grids provide
increased DNB margin. Increased margin permits an increase in the
design basis FQ and FAH.

6. Low Pressure Drop Zircaloy Mid-Grids - (Cycle 14 and subsequent
cycles) Five Zircaloy mixing vane structural grids that utilize a
reduced grid height and diagonal springs to decrease the pressure drop
of the mid-grids.

VANTAGE 5 fuel is mechanically compatible with OFA assemblies, reactor

internals interfaces, and fuel handling and refueling equipment.

4.3.4.1.2 Nuclear Design

Evaluation of the effect of VANTAGE 5 fuel on nuclear characteristics was
done by modeling the Zion core with one VANTAGE 5 region, two VANTAGE 5
regions, and all VANTAGE 5 fuel. A comparison of these results to the all
OFA core shows all core nuclear characteristics differences were within the
range normally seen from cycle to cycle with the exception that the VANTAGE
5 cores were designed to the increased peaking factors and higher boron
concentrations as allowed by the positive moderator temperature coefficient
limit (+7 pcm/°F at Hot Zero Power). The comparison was made for each of
the neutronics safety parameters which are normally checked during the
reload safety evaluation process. Those parameters which exceeded the OFA
limits were provided as inputs to the VANTAGE 5 safety analysis. It was
found that the core with one region of VANTAGE 5 fuel and the full VANTAGE
5 core bounded the two regions of VANTAGE 5 fuel core results. An example
of the expected radial and axial peaking factors is given in Figure 4.3-12.
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4.3.4.1.3 Thermal and Hydraulic Design

Section 4.4 describes the calculational methods used for the thermal-
hydraulic analysis, the DNB performance, and the hydraulic compatibility
during the transition from mixed-fuel cores to an all VANTAGE 5 core. The
thermal-hydraulic design parameters for the Zion Station Units 1 and 2 used
in these analyses are provided in Table 4.4-1. The thermal-hydraulic
design criteria and methods used for VANTAGE 5 fuel remain the same as
those for previous fuel types with the exceptions noted in Section 4.4.
All of the current UFSAR thermal-hydraulic design criteria are satisfied.

4.3.4.1.4 Accident Analysis and Evaluations

All incidents analyzed and reported in the UFSAR have been reviewed by
Commonwealth Edison Company for the effect of transition cores and an all
VANTAGE 5 core on the results. Accounted for in the review, were four
changes being made for the mixed VANTAGE 5/OFA core:

1. An increase to the Nuclear Hot Channel Factor, FAH , limit and Nuclear
Heat Flux Hot Channel Factor, FQ , including a revised K(Z) curve.
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2. An increase in the moderator temperature coefficient limit to a
positive +7.0 pcm/°F.

3. A change in the shutdown margin limit to 1.3% Ak/k.

4. An allowance for higher boron concentrations to accommodate the
positive moderator temperature coefficient limit.

4.3.4.1.4.1 (Deleted)

4.3.4.1.4.2 (Deleted)

4.3.4.1.4.3 (Deleted)
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4.3.4.1.4.4 LOCA Evaluation

The large break loss-of-coolant accident (LOCA) analysis for the Zion
Station Units I and 2, applicable to a full core of 15x15 VANTAGE 5 fuel
assemblies, was performed to develop Zion specific peaking factor limits
and supports the increase in the nuclear heat flux hot channel factor, F.,
and the nuclear enthalpy rise hot channel factor, FAH.

4.3.4.1.5 WABA

In addition to the VANTAGE 5 fuel, it may be necessary to use a discrete
burnable absorber rod design. The rod design known as WABA will be
utilized (Reference 14). The WABA design has annular aluminum oxide-boron
carbide (A1203-B4C) absorber pellets contained within two concentric
Zircaloy tubes with water flowing through the center tube as well as around
the outer tube. The WABA design satisfies all performance and design
requirements for an 18,000 effective full-power hour (EFPH) irradiated
life.

4.3.4.2 Fuel and Core Loading Errors

4.3.4.2.1 Incident Description

Fuel and core loading errors can arise from the inadvertent loading of one
or more fuel assemblies into improper positions, loading a fuel rod during
manufacture with one or more pellets of the wrong enrichment, or the
loading of a full fuel assembly during manufacture with pellets of the
wrong enrichment will lead to increased heat fluxes if the error results in
placing fuel in core positions calling for fuel of lesser enrichment. Also
included among possible core loading errors is the inadvertent loading of
one or more fuel assemblies requiring burnable absorber rods into a new
core without burnable absorber rods.

Any error in ehrichment, beyond the normal manufacturing tolerances, can
cause power shapes which are more peaked than those calculated with the
correct enrichments. There is a 5% uncertainty margin included in the
design value of power peaking factor assumed in the analysis of Condition I
and Condition II transients. The incore system of moveable flux detectors
which is used to verify power shapes at the start of life is capable of
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revealing any assembly enrichment error or loading error which causes power
shapes to be peaked in excess of the design value.

To reduce the probability of core loading errors, each fuel assembly is
marked with an identification number and loaded in accordance with a core
loading diagram. After completion of core loading, the identification
number will be checked on each assembly. Serial numbers read during the
physical inventory are subsequently recorded on the loading diagram as a
further check on proper placing after the loading is completed.

The power distortion due to any combination of misplaced fuel assemblies
would significantly raise peaking factors and would be readily observable
with incore flux monitors. In addition to the flux monitors, thermocouples
are located at the outlet of about one-third of the fuel assemblies in the
core. There is a high probability that these thermocouples would also
indicate any abnormally high coolant enthalpy rise. Incore flux
measurements are taken during the startup subsequent to every refueling
operation.

Power distribution in the x-y plane of the core, and resulting
thermal-hydraulic conditions, are analyzed with the steady state computer
programs briefly discussed in Section 4.4. A discrete representation is
used wherein each individual fuel rod is described by a mesh interval. The
assembly-wide power distributions in the x-y plane for a correctly loaded
core are also given.

For each core loading error case analyzed, the percent deviations from
detector readings for a normally loaded core are shown at all incore
detector locations (Figures 4.3-13 to 4.3-17).

4.3.4.2.2 Cases Analyzed

Case A

A Region 1 assembly is interchanged with a Region 3 assembly. The
particular case considered was the interchange of two adjacent assemblies
near the periphery of the core (Figure 4.3-13).

Case B -

A Region 1 assembly is interchanged with a neighboring Region 2 fuel
assembly. Two analyses have been performed for this case.

Case B-i: the interchange is assumed to take place with the burnable
I absorber rods transferred with the Region 2 assembly mistakenly loaded into

Region 1 (Figure 4.3-14).

Case B-2: the interchange is assumed to take place closer to core center
and with burnable absorber rods located in the correct Region 2 position
but
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in a Region 1 assembly mistakenly loaded into the Region 2 position (Figure
4.3-15).

Case C -

Enrichment error: Case in which a Region 2 fuel assembly is loaded in the
core central position (Figure 4.3-16).

Case D -

Case in which a Region 2 fuel assembly instead of a Region I assembly is
loaded near the core periphery (Figure 4.3-17).

4.3.4.2.3 Conclusions

Fuel assembly enrichment errors would be prevented by administrative
procedures implemented in fabrication.

In the event that a single rod or pellet has a higher enrichment than the
nominal value, the consequences in terms of reduced DNBR and increased fuel
and clad temperatures will be limited to the incorrectly loaded rods or
pellets.

Fuel assembly loading errors are prevented by administrative procedures
implemented during core loading. In the unlikely event that a loading
error occurs, analyses in this section confirm that resulting power
distribution effects will either be readily detected by the incore moveable
detector system or will cause a sufficiently small perturbation to be
acceptable within the uncertainties allowed between nominal and design
power shapes.
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TABLE 4.3-1 (1 of 3)

NUCLEAR DESIGN DATA

STRUCTURAL CHARACTERISTICS

Fuel Weight (U02), lbs 216,600*

Zircaloy Weight, lbs 44,547*

Core Diameter, inches 133.7*

Core Height, inches 143.4*

REFLECTOR THICKNESS AND COMPOSITION

Top - Water Plus Steel -10 in.*

Bottom - Water Plus Steel -10 in.*

Side. - Water Plus Steel -15 in.*

H20/U, (cold) Core 4.09*

Number of Fuel Assemblies 193*

U02 Rods per Assembly 204*

PERFORMANCE CHARACTERISTICS

Heat Output, MWt (initial rating) 3,250*

Equilibrium Cycle Fuel Burnup, MWD/MTU 14,300

Maximum Enrichment 4.65

Equilibrium Enrichment (Typical) 3.60

Nuclear Heat Flux Hot Channel Factor, FQ" 2.40

Nuclear Enthalpy Rise Hot Channel Factor, F'H 1.65
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TABLE 4.3-1 (2 of 3)

NUCLEAR DESIGN DATA

CONTROL CHARACTERISTICS

Absorber Material

Full Length, Number

Part Length, Number

Number of Absorber Rods per RCC Assembly

Total Rod Worth (less worst stuck rod)

5% Cd; 15%, In;
80%, Ag*

53*

None

20*

(See Table 4.3-3)

Boron Concentration

Fuel Loading Shutdown; Rods in (keff = 0.95)
Rods in (keff = 1.00)

To Maintain keff = 1 at Hot Full Power, No Rods
Inserted:

2000 ppm
1400 ppm
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TABLE 4.3-1 (3 of 3)

NUCLEAR DESIGN DATA

No Xenon

Equilibrium Xenon

Shutdown, All But One Rod Inserted, Clean, Cold
(keff = 0.99)

Shutdown, All Rods Out, Clean, Hot
(keff = 0.987)

KINETIC CHARACTERISTICS
Ak

Moderator Temperature Coefficient at Full Power, k /°F

Ak
Moderator Pressure Coefficient, k /psi

Ak
Moderator Density Coefficient, k- /gm/cm 3

1920 ppm**

1600 ppm**

1480 ppm**

2200 ppm**

0.0 X 10-4 to
- 3.2 x 10-4

0.0 x 10.6 to
3.0 x 10.6

- 1.0 x 105 to
+ 0.3 x 10.5

* Data is nonreload related
** Maximum expected with positive moderator temperature coefficient design
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TABLE 4.3-2

REACTIVITY REQUIREMENTS FOR CONTROL RODS

Requirements
% ~k/ k
Cycle 12

2.43

% &k/k
Cycle 13

Control

Power Defect 2.49

Control Rod Bite &

Operational Maneuvering

Band 0.50

2.93

0.50

2.99I Total Control
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TABLE 4.3-3

CALCULATED ROD WORTHS
% (AK/K)

Core
Condition

HZP
Cycle 12

HZP
Cycle 13

Rod
Configuration

52 rods in;
Highest Worth
Rod Stuck Out

52 rods in;
Highest Worth
Rod Stuck Out

Worth

5.64

5.98

Less

5.08

5.38

Design
Reactivity
Require-
ments

Shutdown
Margin

2.93

2.99

2.15

2.39**

BOL = Beginning of Life
EOL = End of Life
HZP = Hot Zero Power

* Calculated rod worth is reduced by 10% to allow for uncertainties
** The design basis minimum shutdown margin beginning with Cycle 13 is 1.30%
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TABLE 4.3-4

RANGE OF KEY SAFETY PARAMETERS

Safety Parameter

Reactor Core Power (MWt)

Core Average Coolant Temperature
HFP (-F)

Coolant System Pressure (psia)

Core Average Linear Heat Rate
(kW/ft)

Most Positive Moderator
Temperature Coefficient (pcm/°F)

Most Positive Moderator Density
Coefficient (Ak/g/cc)

Doppler Temperature Coefficient
(pcm/°F)

Dopper Only Power Coefficient
(pcm/% Power) Least Negative

Doppler Only Power Coefficient
(pcm/% Power) Most Negative

Beta-Effective

Boron Worth (pcm/ppm)

Shutdown Margin (% delta-rho)

Nuclear Design FAH

Zion Station
Units I and 2

VANTAGE 5
Transition

3250

563.9

2250

6.70

+7.0

0.40

-0.91 to -2.9

-12.6 to -7.2

-25.6 to -13.2

0.0044 to 0.0075

-7 to -16

1.0 to 1.3

1. 527*

Zion Station
Unit 1

Cycle 12
OFA

3250

563.9

2250

6.70

0.0

0.312

-1.0 to -1.6

-12.6 to -7.2

-25.6 to -13.2

0.0045 to 0.0070

-7 to -16

1.0 to 1.6

1.435

* Limit for VANTAGE 5 fuel which bounds OFA fuel contained in the transition core.
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ZION STATION UFSAR

4.4 THERMAL AND HYDRAULIC DESIGN

4.4.1 Design Basis

The overall objective of the thermal and hydraulic design of the reactor
core is to provide adequate heat transfer which is compatible with the heat
generation distribution in the core. In order to satisfy this requirement,
the following design bases have been established for the thermal and
hydraulic design of the reactor core.

4.4.1.1 Departure from Nucleate Boiling (DNB) Design Basis

4.4.1.1.1 Basis

There will be at least a 95% probability that DNB will not occur on the
limiting fuel rod during normal operation and operational transients and
any transient conditions arising from faults of moderate frequency
(Condition I and II events) at a 95% confidence level.

4.4.1.1.2 Discussion

By preventing DNB, adequate heat transfer is assured between the fuel
cladding and the reactor coolant, thereby preventing fuel damage as a
result of inadequate cooling.

The design method employed to meet the DNB design basis for the VANTAGE 5
with and without Intermediate Flow Mixer (IFM) fuel assemblies is the
Revised Thermal Design Procedure (RTDP), Reference 29. With the RTDP
methodology, uncertainties in plant operating parameters, nuclear and
thermal parameters, fuel fabrication parameters, computer codes and DNB
correlation predictions are considered statistically to obtain DNB
uncertainty factors. Based on the DNB uncertainty factors, RTDP design
limit DNB ratio (DNBR) values are determined such that there is at least a
95% probability at a 95% confidence level that DNB will not occur on the
most limiting fuel rod during normal operation and operational transients
and during transient conditions arising from faults of moderate frequency
(Condition I and II events). Since the parameter uncertainties are
considered in determining the RTDP design limit DNBR values, the plant
safety analyses are performed using input parameters at their nominal
values.

The RTDP design limit DNBR values are 1.23 and 1.22 for the typical and
thimble cells, respectively, for both the VANTAGE 5 with and without IFMs.

To maintain DNBR margin to offset DNB penalties such as those due to fuel
rod bow and transition core, the safety analyses were performed to DNBR
limits higher than the design limit DNBR values. The difference between
the design limit DNBRs and the safety analysis limit DNBRs results in
available DNBR margin. The net DNBR margin, after consideration of all
penalties, is available for operating and design flexibility.
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The Standard Thermal Design Procedure (STDP) is used for those analyses
where RTDP is not applicable. In the STDP method, the parameters used in
the analysis ar6,treated in a conservative way from a DNBR standpoint. The
parameter uncertainties are applied directly to the plant safety analyses
input values to give the lowest minimum DNBR. The DNBR limit for STDP is
the appropriate DNB correlation limit increased by sufficient margin to
offset the applicable DNBR penalties.

4.4.1.2 Fuel Temperature Design Basis

4.4.1.2.1 Basis

During modes of operation associated with Condition I and II events, the
maximum fuel temperature shall be less than the melting temperature of U02,
The U02 melting temperature for at least 95% of the peak kW/ft fuel rods
will not be exceeded at the 95% confidence level. Melting temperature of
U02 is taken as 5080 'F unirradiated (Reference 7) and reducing 58°F per
10,000 MWD/MTU. By precluding U02 melting, the fuel geometry is preserved
and possible adverse effects of molten U02 are eliminated. To preclude
center melting, and as a basis for overpower protection system setpoints, a
calculated centerline fuel temperature of 4700°F has been selected as the
overpower limit.

4.4.1.2.2 Discussion

Fuel rod thermal evaluations are performed at rated power, maximum
overpower and during transients at various burnups. These analyses assure
that this design basis, as well as the fuel integrity design bases, are
met. They also provide input for the evaluation of Condition III and IV
faults given in Chapter 15.

4.4.2 Description of Thermal and Hydraulic Design of the Reactor Core

Table 4.4-1 provides the thermal and hydraulic design parameters for the
reactor core.

4.4.2.1 Central Temperature of the Hot Pellet

The temperature distribution in the pellet is mainly a function of the
uranium dioxide thermal conductivity and the local power density. The
surface temperature of the pellet is affected by the cladding temperature
and the thermal conductance of the gap between the pellet and the cladding.

The occurrence of nucleate boiling maintains maximum cladding surface
temperature below about 660'F at nominal system pressure. The contact
conductance between the fuel pellet and cladding is a function of the
contact pressure and the composition of the gas in the gap (References 1
and 2) and may be calculated by the following equation:
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h=O.6P+ k

where:

h = contact conductance in Btu/hr-ft 2-°F
P = contact pressure in psi
k = thermal conductivity of the gas mixture in the rod including a

correction factor for the accommodation coefficient in BTU/hr-ft-
OF

8 = effective gap spacing due to surface roughness in feet

The thermal conductivity of uranium dioxide was evaluated from data
reported in Reference 3 and References 30 through 41.

At the higher temperatures, thermal conductivity is best obtained utilizing
the integral conductivity to melt which can be determined with more
certainty. From an examination of the data, it has been concluded that the
best estimate for the value of the integral conductivity to melt is 93
W/cm. This conclusion is based on the integral values reported in
Reference 5 and References 41 through 45.

The design curve for the thermal conductivity is shown in Figure 4.4-1.
The section of the curve at temperatures between O°C and 13000C is in
excellent agreement with the recommendation of the International Atomic
Energy Agency (IAEA) panel (Reference 46). The section of the curve above
1300'C is derived for an integral value of 93 W/cm (References 5, 41 and
45).

Thermal conductivity for U02 at 95% theoretical density can be presented
best by the following equation:
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K = 1 + 8.775 x 10- 13 T 3

11.8 + 0.0238T

where:

K = W/cm-°C
T = C

Based upon the above considerations, the maximum central temperature of the
hot pellet at steady-state and overpower conditions is below the melting
temperature of irradiated U02 which is assumed to be about 4700°F.

4.4.2.2 Critical Heat Flux Ratios

The main objective of reactor core thermal-hydraulic analysis is to verify
that the fuel rods in the reactor core will not experience DNB during
normal operation and anticipated transient conditions. DNB is
characterized by a heat transfer condition where a sudden decrease in the
heat transfer capability occurs due to a vapor blanket surrounding the fuel
rod surface, causing a rapid increase in the fuel cladding temperature.
DNB is of concern in design because of the possibility of fuel rod failure
resulting from the increased temperature.

A design basis is established in terms of a minimum departure from nucleate
boiling ratio (MDNBR) to assure that there is an adequate heat transfer
between the fuel cladding and the reactor coolant. DNBR is defined as the
ratio of the predicted heat flux at which DNB occurs (known as the critical
heat flux (CHF)) to the local heat flux of the fuel rod. MDNBR is a figure
of merit for most pressurized water reactor (PWR) transients. If the
calculated MDNBR remains greater than an imposed design DNBR limit, it is
assumed that there is thermal margin to the design basis. Thus, the
purpose of reactor core thermal-hydraulic analysis is to accurately
calculate MDNBR for assessment and quantification of the core thermal
margin.

DNB is a function of hydrodynamic and heat transfer phenomena and is
affected by the local and upstream conditions including the flux
distribution.

In reactor design, the heat flux associated with DNB and the location of
DNB are both important. The magnitude of the local fuel rod temperature
after DNB depends upon the axial location where DNB occurs. The WRB-1 DNB
correlation (see Reference 12) used for the VANTAGE 5 fuel analysis,
incorporates local and system parameters in predicting the local DNB heat
flux. This correlation includes the nonuniform flux effect, and
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the upstream effect which includes inlet enthalpy and length. The local
DNB heat flux ratio (defined as the ratio of the DNB heat flux to the local
heat flux) is indicative of the contingency available in the local heat
flux without reaching DNB.

4.4.2.2.1 (Deleted)

4.4.2.2.2 W-3 DNB Correlation

The W-3 DNB correlation, References 47 and 14, is used where the primary
DNBR correlation is not applicable. The WRB-1 correlation was developed
based on mixing vane data and, therefore, is only applicable in the heated
rod spans above the first mixing vane grid. The W-3 correlation, which
does not take credit for mixing vane grids, is used to calculate DNBR
values in the heated region below the first mixing vane grid. In addition,
the W-3 correlation is applied in the analysis of accident conditions where
the system pressure is below the range of the primary correlation. For
system pressures in the range of 500 to 1000 psia, the W-3 correlation
limit is 1.45 (Reference 48). For system pressures greater than 1000 psia,
the W-3 correlation limit is 1.30. A cold wall factor, Reference 15, is
applied to the W-3 DNB correlation to account for the presence of the
unheated thimble surfaces.
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4.4.2.2.2.1 Local Nonuniform DNB Flux

The WRB-I and W-3 correlations give the equivalent uniform DNB heat flux,
q"DNBEU, for a given set of system and local conditions. The heat
distribution upstream of the DNB point affects the value of the DNB flux.
This influence is accounted for by the F-factor (see Reference 9). The
nonuniform DNB heat flux, q"DNBN, is given by

Equation (1)

-q DNB, EU
qDNB,N F
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The DNB heat flux ratio (DNBR) is defined as

Equation (2)

DNBR q" DNB, N q1 DNB, EU

q" 10C (F) (q"joc)

where q",,, is the actual local heat flux.

The F-factor may be considered as a hot spot factor, applicable to DNB, due
to the non-uniform axial heat flux distribution.

4.4.2.2.2.2 (Deleted)
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4.4.2.2.3 WRB-1 DNB Correlation

The primary DNB correlation used for the analysis of the VANTAGE 5 fuel,
with and without IFMs, is the WRB-1 correlation (Reference 12).

The WRB-I correlation was developed based exclusively on the large bank of
mixing vane grid rod bundle critical heat flux data (in excess of 1100
points) that Westinghouse has collected. The WRB-1 correlation, based on
local fluid conditions, represents the rod bundle data with better accuracy
over a wide range of variables than the previously used W-3 correlation.
This correlation accounts directly for both typical and thimble cold wall
cell effects, uniform and nonuniform heat flux profiles, and variations in
rod heated length and grid spacing.

The applicable range for each variable is listed in Table 4.4-4.

Figure 4.4-3 shows measured critical heat flux plotted against predicted
critical heat flux using the WRB-I correlation.

4.4.2.3 Hot Channel Factors

The total hot channel factors for heat flux and enthalpy rise are defined
as the maximum-to-core average ratios of these quantities. The heat flux
factors consider the local maximum at a point (the "hot spot" - maximum
linear power densities), and the enthalpy rise factors consider the maximum
integrated value along a channel (the "hot channel").

Each of the total hot channel factors is the product of a nuclear hot
channel factor describing the neutron flux distribution and an engineering
hot channel factor to allow for variations from design conditions. The
engineering hot channel factors account for the effects of flow conditions
and fabrication tolerances. These factors are made up of subfactors
accounting for the influence of the variations of fuel pellet diameter,
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density and enrichment, inlet flow distribution, flow redistribution, and
flow mixing.

4.4.2.3.1 Height Dependent Heat Flux Hot Channel Factor (FQ(Z))

The Height Dependent Heat Flux Hot Channel Factor is defined as the maximum
local heat flux on the surface of a fuel rod at core elevation Z divided by
the average fuel rod heat flux, allowing for manufacturing tolerances on
fuel pellets and rods.

4.4.2.3.2 Nuclear Heat Flux Hot Channel Factor (FQ)

The Nuclear Heat Flux Hot Channel Factor is defined as the maximum local
fuel rod linear power density divided by the average fuel rod linear power
density, assuming nominal fuel pellet and rod dimensions.

4.4.2.3.3 Nuclear Enthalpy Rise Hot Channel Factor (FjH)

The Nuclear Enthalpy Rise Hot Channel Factor is a parameter that accounts
for rod-to-rod variations in enrichment and density. It is defined as the
ratio of the integral of linear power along the rod with the highest
integrated power to the average rod power.

4.4.2.3.3.1 Effects of Fuel Rod Bow on DNBR

The phenomenon of fuel rod bowing, as described in Reference 49, must be
accounted for in the DNBR safety analysis of Condition I and Condition II
events for each plant application. In the upper spans of the VANTAGE 5
with IFM assembly, additional restraint is provided with the Intermediate
Flow Mixer (IFM) grids such that the grid-to-grid spacing in DNB limiting
spans is approximately 13 inches compared to approximately 26 inches in the
VANTAGE 5 without IFM assembly. Using the rod bow topical report methods
in Reference 49 and the NRC approved scaling factor (L2/EI) results in
predicted channel closure in the limiting spans of less than 50% closure;
therefore, no rod bow DNBR penalty is required in the 13 inch spans in the
VANTAGE 5 safety analyses. In the lower assembly spans of the VANTAGE 5
with IFM assembly and in the VANTAGE 5 without IFM assembly, rod bow is
accounted for with available DNBR margin.

The maximum rod bow penalties accounted for in the design safety analyses
are based on an assembly average burnup of 24,000 MWD/MTU. At burnups
greater than 24,000 MWD/MTU, credit is taken for the effect of FAH
burndown, due to the decrease in fissionable isotopes and buildup of
fission product inventory. No additional rod bow penalty is required above
24,000 MWD/MTU.

4.4-8 JULY 1993



ZION STATION UFSAR

4.4.2.3.4 Engineering Heat Flux Hot Channel Factor (F.)

The engineering heat flux hot channel factor is used to evaluate the
maximum linear heat generation rate in the core. This subfactor is
determined by statistically combining the fabrication variations for fuel
pellet diameter, density, and enrichment and has a value of 1.03 at the 95%
probability level with 95% confidence. As shown in Reference 50, no DNB
penalty need be taken for the short, relatively low intensity heat flux
spikes caused by variations in the above parameters, as well as fuel pellet
eccentricity and fuel rod diameter variation.

4.4.2.3.5 Engineering Enthalpy Rise Hot Channel Factor (FAH)

The effect of variations in flow conditions and fabrication tolerances on
the hot channel enthalpy rise is directly considered in the THINC core
thermal subchannel analysis under any reactor operating condition. The
items considered contributing to the enthalpy rise engineering hot channel
factor are discussed below.

1. Pellet diameter, density and enrichment - Variations in pellet
diameter, density, and enrichment are considered statistically in
establishing the limit DNBRs for the RTDP employed in this
application. Uncertainties in these variables are determined from
sampling of manufacturing data.

2. Inlet Flow Maldistribution - Data from several 1/7 scale hydraulic
reactor model tests indicate that a conservative design basis is to
consider a 5% reduction in the flow to the hot assembly. This design
basis is used in the THINC analysis.

3. Flow Redistribution - The flow redistribution accounts for the
reduction in flow in the hot channel because of the local or bulk
boiling. The effect of the nonuniform power distribution is
inherently considered in the THINC analysis for every operating
condition which is evaluated.

4. Flow Mixing - The subchannel mixing model incorporated in the THINC
code and used in reactor design is based on experimental data
(Reference 51). The mixing vanes incorporated in the spacer grid
design induce additional flow mixing between the various flow channels
in a fuel assembly, as well as between adjacent assemblies. This
mixing reduces the enthalpy rise in the hot channel resulting from
local power peaking of unfavorable mechanical tolerances.
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4.4.2.4 Transition Core DNB Methodology

The Westinghouse transition core (OFA to VANTAGE 5) DNB methodology is
given in References 52, 53, and 54. Using this methodology, transition
cores are analyzed as if the entire core consisted of one assembly type
(full VANTAGE 5 without IFM or full VANTAGE 5 with IFM).

The VANTAGE 5 without IFM fuel assembly has a higher mixing vane grid loss
coefficient relative to the VANTAGE 5 with IFM fuel assembly mixing vane
grid loss coefficient. The higher grid loss coefficient introduces
localized flow redistribution from the VANTAGE 5 without IFM fuel assembly
into the VANTAGE 5 with IFM fuel assembly at the lower axial zones near the
mixing vane grid. The localized flow redistribution actually benefits the
VANTAGE 5 with IFM fuel assembly in the lower axial zones.

The maximum transition core DNBR penalty for VANTAGE 5 without IFM fuel
assembly was calculated using the methodology described in References 52
and 53. Sufficient DNBR margin is maintained in the VANTAGE 5 without IFM
fuel DNBR analyses to completely offset this transition core penalty in the
lower axial zones. No transition core DNBR penalty is required in the
upper axial zones for VANTAGE 5 without IFM fuel assembly.

The VANTAGE 5 with IFM fuel assembly has IFM grids located in spans between
mixing vane grids. No grid exists between mixing vane grids in the VANTAGE
5 without IFM fuel assembly. The additional grids introduce localized flow
redistribution from the VANTAGE 5 with IFM fuel assembly into the VANTAGE 5
without IFM fuel assembly at the axial zones near the IFM grid position in
a transition core. Between the IFM grids, the tendency for velocity
equalization in parallel open channels causes flow to return to the VANTAGE
5 with IFM fuel assembly. The localized flow redistribution described
above actually benefits the VANTAGE 5 without IFM fuel assembly in the
upper axial zones.

The VANTAGE 5 with IFM transition core DNBR penalty is a function of
VANTAGE 5 with IFM fuel assemblies in the core based on the methodology
described in Reference 54. Sufficient DNBR margin is maintained in the
VANTAGE 5 with IFM fuel DNBR analyses to completely offset the transition
core penalty in the upper axial zones. No transition core DNBR penalty is
required in the lower axial zones for VANTAGE 5 with IFM fuel assembly.

Therefore, according to the Westinghouse analyses discussed above, no
transition core DNBR penalty is required during the transition from
Optimized Fuel Assembly (OFA) fuel to VANTAGE 5 fuel.

4.4.2.5 Core Pressure Drops and Hydraulic Loads

The total pressure loss across the reactor core is listed in Table 4.4-1.
These values include a 10% uncertainty factor.
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4.4.3 Description of the Thermal and Hydraulic Design of the Reactor
Coolant System

The thermal and hydraulic design of the Reactor Coolant System is described
in Chapter 5.

4.4.4 Evaluation

4.4.4.1 Critical Heat Flux

4.4.4.1.1 (Deleted)
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4.4.4.1.2 Local Nonuniform DNB Flux

The local nonuniform q"DNB.N is calculated as follows:

qDNB,N = DNB, '

where:

Equation (4)

C

q" ocal[1 - e "cP U] 0

q" (z) e-c('1.,N - z) dz

1DNB = distance from the inception of local boiling to the point of DNB.

z = distance from the inception of local boiling measured in the
direction of flow.

The empirical constant, C (see Reference 9), has been updated through the
use of more recent nonuniform DNB data. However, the revised expression
does not significantly influence (< 1% deviation from that of Reference 9)
the value of the F-factor and the DNBR. It does provide a better
prediction of the location of DNB. The new expression is

Equation (5)

C= 0.15
1 43 inch -1

(G/10
6 ) 0.478
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G = mass velocity lb/hr-ft 2

XDNB = quality of the coolant at the location where DNB flux is
calculated.

In determining the F-factor, the value of q",ac., at fDNB in equation (4) was
measured as z = IDNB, the location where the DNB flux is calculated. For a
uniform flux, F becomes unity so that q"DNB.N reduces to q"DNBEU as

I expected. The criterion for determining the predicted location of DNB is
to evaluate the ratio of the predicted DNB flux to the local heat flux
along the length of the channel. The location of the minimum DNB ratio is
considered to be the location of DNB.

4.4.4.1.3 Application of the WRB-1 Correlation in Design

During steady-state operation at the nominal design conditions, the DNB
ratios are determined. Under other operating conditions, particularly
overpower transients, more limiting conditions develop than those existing
during steady-state operation. The DNB correlations are sensitive to
several parameters. In addition, thermal flux generated under transient
conditions is also sensitive to many parameters. Therefore, a combination
of the significant parameters is used to determine design limit DNBR
values. These parameters include:

1. Reactor coolant system pressure;
2. Reactor coolant system temperature;
3. Reactor power (determined from secondary plant calorimetrics); and
4. Core power distribution (hot channel factors).

For transient accident conditions where the power level, system pressure,
and core temperature may increase, the DNBR is limited to a minimum value
equal to the design limit DNBR as described in Section 4.4.1.1. The
Reactor Control and.Protection System is designed to prevent any credible
combination of conditions from occurring which would result in a lower DNB
ratio.

4.4.4.1.4 (Deleted)
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4.4.4.1.5 Effects of DNB on Neighboring Rods

Westinghouse has never observed DNB to occur in a group of neighboring rods
in a rod bundle as a result of DNB in one rod in the bundle. Westinghouse
has conducted DNB with physical burnout tests in a 25-rod bundle where
physical burnout occurred with one rod (see Reference 19). After this
occurrence, the 25-rod test section was used for several days to obtain
more DNB data from the other rods in the bundle. The burnout and
deformation of the rod did not affect the performance of neighboring rods
in the test section during the burnout or the validity of the subsequent
DNB data points as predicted by the W-3 correlation. No occurrences of
flow instability or other abnormal operation were observed.

4.4.4.1.6 DNB With Return to Nucleate Boiling

Additional DNB tests have been conducted by Westinghouse in 19- and 21-rod
bundles (see Reference 20). In these tests, DNB without physical burnout
was experienced more than once on single rods in the bundles for short
periods of time. Each time, a reduction in power of approximately 10% was
sufficient to re-establish nucleate boiling on the surface of the rod.
During these and subsequent tests, no adverse effects were observed on this
rod or any other rod in the bundle as a consequence of operating in DNB.

4.4.4.1.7 Hydrodynamic and Flow Power Coupled Instability

Boiling flow may be susceptible to thermo-hydrodynamic instabilities.
These instabilities are undesirable in reactors since they may cause a
change in thermo-hydraulic conditions that may lead to a reduction in the
DNB heat flux. Two specific types of flow instabilities are considered for
Westinghouse PWR operation. These are the Ledinegg or flow excursion type
of static instability and the density wave type of dynamic instability.

A Ledinegg instability involves a sudden change in flowrate from one steady
state to another. This instability occurs (Reference 55) when the slope of
the reactor coolant system pressure drop-flowrate curve becomes
algebraically smaller than the loop supply (pump head) pressure drop-
flowrate curve. The Westinghouse pump head curve has a negative slope
whereas the reactor coolant system pressure drop-flowrate curve has a
positive slope over Condition I and II operational ranges. Thus, the
Ledinegg instability will not occur.

The mechanism of density wave oscillations in a heated channel has been
described by Lahey and Moody (Reference 56). A simple model has been
developed by Ishii (Reference 57) for parallel, closed-channel systems to
evaluate whether a given condition is stable with respect to the density
wave type of dynamic instability. This method has been used to assess the
stability of typical Westinghouse reactor designs under Condition I and II
operation. The closed channel model is conservative relative to the
parallel open-channel feature of Westinghouse PWR cores. The results
indicate that a large margin to density wave instability exists.
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4.4.4.2 THINC Thermal Hydraulic Analysis

The THINC computer program as approved by the NRC (References 58 and 59) is
used to determine coolant density, mass velocity, enthalpy, vapor void,
static pressure, and DNBR distributions along parallel flow channels within
a reactor core under all expected operating conditions. The THINC code is
described in detail in References 59, 60, and 61, including models and
correlations used. In additoin, a disucssion on experimental verificiation
of THINC is given in Reference 61. The core region being studied is
considered to be made up of a number of contigious elements in a
rectangular array extending the full length of the core. An element may
represent any region of the core, from a single assembly to a subchannel.
The THINC analysis is based on a knowledge and understanding of the heat
transfer and hydrodynamic behavior of the coolant flow and mechanical
characteristics of the fuel elements. The use of the THINC analysis
provides a realistic evaluation of the core performance.

4.4.4.3 VIPRE-01 Thermal Hydraulic Analysis Code

Subchannel analysis has been widely used in the design and safety analysis
of reactor cores. Traditionally core thermal-hydraulic analysis is
performed by using'a multistage method. A core analysis in which each fuel
assembly is modeled as a single lumped flow channel is performed to
calculate crossflow boundary conditions to be used in the subsequent
subchannel analysis. In subchannel analysis, the hot assembly is modelled
separately as an array of subchannels which consists of a flow channel
surrounded by four fuel rods or three fuel rods and a thimble tube. The
cross flow boundary condition calculated in the first stage analysis is
then used in the second stage subchannel analysis to simulate the effects
of the surrounding fuel assemblies on the subchannel flows. The multistage
method has ,previously been used primarily because of limitations in
computer core memory, computational speed and the thermal-hydraulic codes
which allow a limited number of channels to be modelled. However,
development of new and faster computers with large core memory enables the
use of state-of-the-art thermal-hydraulic computer codes such as VIPRE-01
(Reference 11), with which hundreds of channels can be modelled. Thus, it
is now possible to perform core thermal-hydraulic analysis in one stage
using the same radial nodalization as used in the traditional multistage
analyses. The accuracy of this approach has been' verified through
comparisons with multistage analysis.

This approach has been applied by Commonwealth Edison Company (CECo) in the
development of a PWR core thermal-hydraulic analysis capability. This
capability is based upon a single stage analysis using the VIPRE-01
thermal-hydraulic analysis code and the WRB-1 CHF correlation (Reference
12). The VIPRE-OI thermal-hydraulic code has been approved by the
Commission for all PWR core thermal-hydraulic analyses except a loss-of-
coolant accident (LOCA) (Reference 13). The use of the WRB-1 CHF
correlation with the VIPRE-01 code for the analysis of the Westinghouse OFA
has been approved by the Commissionfor use by CECo. For a detailed
description of the VIPRE-01 code, see Reference 11.
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4.4.5 Testing and Verification

4.4.5.1 Thermal and Hydraulic Tests and Inspections

General hydraulic tests on models have been used to confirm the design flow
distributions and pressure drops (see References 25 and 26). Fuel
assemblies and control and drive mechanisms are also tested in this manner.
Appropriate onsite measurements are made to confirm the design flow rates.
In addition, the individual analytical models in THINC Link 2, which are
used for predicting the coolant conditions in the assembly by assembly
analysis, were demonstrated to be conservative. The overall conservatism
of the analysis was demonstrated as a portion of the Zion Startup Test
Program in which assembly exit incore thermocouple measurements were
compared to those predicted by THINC. When the actual tests were
performed, core coolant conditions were obtained which were representative
of those described in the Zion Technical Specifications. This minimized
the extent of extrapolation.
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4.4.6 Instrumentation Requirements

This subsection title has been created in order to implement the UFSAR
format delineated by Regulatory Guide 1.70, Revision 3. However, the
section is not used due to the level of detail required at the time of
license application and subsequent-revisions.
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TABLE 4.4-1

THERMAL AND HYDRAULIC DESIGN PARAMETERS

Total Heat Output, MWt
Total Heat Output, Btu/hr
Heat Generated in Fuel, %

Nominal System Pressure, psia

3250
11,092 x 106
97.4

2250

(RTDP)
(STDP)

1.59 [1 + 0.3 (1-P)]
1.65 [1 + 0.3 (1-P)]

Coolant Flow
Total Flow Rate, 106 lbs/hr

RTDP

137.6

STDP

135.0

Average Mass Velocity, 106 lb/hr-ft 2

Coolant Temperature, 'F
Design Nominal Inlet

Average Rise in Vessel
Average Rise in Core
Average in Core
Average in Vessel

Heat Transfer
Active Heat Transfer Surface Area, ft 2

Average Heat Flux, Btu/hr-ft 2

Peak Linear Power for Normal Operation,

Maximum Clad Surface Temperature BOL at

Pressure, 'F

2.52 2.43

530.7

63.0
66.4

565.2
562.2

kW/ft÷
Nominal

530.2

64.1
68.5

565.9
562.2

52,089

207,4.10

16.1

-- 660

3900
< 4700

2.53
> 2.53

2.39
> 2.39

Fuel Central
Maximum at
Maximum at

Temperatures for nominal fuel rod dimensions, *F
100% Power
Over Power

DNB Ratio
Minimum DNB Ratio at nominal RTDP conditions

Typical Flow Channel OFA, VANTAGE 5
VANTAGE 5 with

Thimble (Cold Well) Flow Channel OFA, VANTAGE. 5
VANTAGE 5 with

without IFMs
IFMs
without IFMs
IFMs

Pressure Drop, psi*
Across Core OFA, VANTAGE 5 without IFMs

VANTAGE 5 with IFMs
26.4 + 2.6
26.8 + 2.7

+ Based on 2.40 FQ peaking factor
* Based on 379,200 GPM
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ZION STATION UFSAR

4.5 REACTOR MATERIALS

4.5.1 Control Rod Drive System Structural Materials

The control rods, or rod cluster control assemblies (RCCAs) each consist of
a group of individual absorber rods fastened at the top end to a common hub
or spider assembly. These assemblies, which are shown in Figures 4.5-1 and
4.5-2, are provided to control the reactivity of the core under operating
conditions. RCCA specifications are in Table 4.2-1.

The absorber material used in the control rods is silver-indium-cadmium
alloy which is essentially "black" to thermal neutrons and has sufficient
additional resonance absorption to significantly increase its worth. The
alloy is in the form of extruded single length rods which are sealed in
stainless steel tubes to prevent the rods from coming in direct contact
with the coolant.

The overall control rod length is such that when the assembly has been
withdrawn through its full travel, the tip of the absorber rods remain
engaged in the guide thimbles so that alignment between rods and thimbles
is always maintained. Since the rods are long and slender, they are
relatively free-to'conform to any small misalignments with the guide
thimble. Prototype tests, have shown that the RCCAs are very easily
inserted and not subject to binding even under conditions of severe
misalignment.

The spider assembly is in the form of a center hub with radial vanes
supporting cylindrical fingers from which the absorber rods are suspended.
Handling detents, and detents for connection to the drive shaft, are
machined into the upper end of the hub. A spring pack is assembled into a
skirt integral to the bottom of the hub to stop the RCCA and absorb the
impact energy at the end of a trip insertion. The radial vanes are joined
to the hub, and the fingers are joined to the vanes by furnace brazing. A
centerpost which holds the spring pack and its retainer is threaded into
the hub within the'skirt and welded to prevent loosening in service. All
components of the spider assembly are made from Type 304 stainless steel
except for the springs which are Inconel X-750 alloy and the retainer which
is of 17-4 PH material.

The absorber rods are secured to the spider so as to assure trouble-free
service. The rods are first threaded into the spider fingers and then
pinned to maintain joint tightness, after which the pins are welded in
place.

In construction, the silver-indium-cadmium rods are inserted into
coldworked stainless steel tubing which is then sealed at the bottom and
the top by welded end plugs. The bottom plugs are made bullet-nosed to
reduce the hydraulic drag during a reactor trip and to guide smoothly into
the dashpot section of the fuel assembly guide thimbles. The upper plug is
threaded for assembly to the spider and has a reduced end section to permit
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flexing of the rods to correct for small operating and assembly
misalignments. Sufficient diametral and end clearances are provided to
accommodate relative thermal expansions and to limit the internal pressure
to acceptable levels.

Stainless steel clad silver-indium-cadmium alloy absorber rods are
resistant to radiation and thermal damage thereby ensuring their
effectiveness under all operating conditions. Rods of similar design have
been successfully used in the Saxton, SELNI and Indian Point 1 reload core.

In March of 1988, several original design RCCAs were replaced with an
enhanced performance RCCA manufactured by Westinghouse. Although the basic
design of the assemblies did not change from the description above, there
are three changes.

The first was to utilize a high purity stainless steel in the manufacture
of the absorber clad. This steel reduces the cobalt content by
approximately 38% over the original design. The end result is to reduce
the likelihood that the rod will fail due to irradiation-assisted stress-
corrosion cracking.

The second change was to add a very thin coat of chrome plating on the
absorber clad. This plating is expected to significantly reduce fretting
wear on the rods from the guide tube guide cards. The coating thickness
ranges from 0.2 to 0.75 mils and the subsequent increase in the outside
diameter of the control rod is within original design specifications.
Therefore, there is no concern that the rod could hang up in the guide tube
upon initiation of a reactor trip.

The final change was to increase the diametral gap between the absorber
material and the cladding material at the lower extremity of the rodlets.
This gap was increased by reducing the absorber diameter. The gap, which
is increased by more than a factor of two, is provided in the region of
highest neutron fluence which the control rod experiences in service, in
order to minimize absorber-cladding interaction and mitigate absorber
induced strain of the rodlet tubing. The change in reactivity worth due to
the reduction in tip material is negligible, and well within the
calculation uncertainties of the original design.

Because the new RCCAs satisfy all functional criteria of the original
RCCAs, any combination of new and old RCCAs can be used at any time in the
reactors.

4.5.1.1 Full-Length Control Rod Drive Mechanism Design Description

The control rod drive mechanisms are used for withdrawal and insertion of
the rod cluster control assemblies into the reactor core and to provide
sufficient holding power for stationary support. Fast total insertion
(reactor trip) is obtained by simply removing the electrical power allowing
the rods to fall by gravity.

4.5-2 JUNE 1992



ZION STATION UFSAR

The complete drive mechanism, shown in Figure 4.5-3, consists of the
internal (latch) assembly, the pressure vessel, the operating coil stack,
the drive shaft assembly, and the rod position indicator coil stack.

Each assembly is an independent unit which, can be dismantled or assembled
separately. Each mechanism pressure housing is threaded onto an adaptor on
top of the reactor pressure vessel and seal welded. The operating drive
assembly is connected to the control rod (directly below) by means of a
grooved drive shaft. The upper section of the drive shaft is suspended
from the working components of the drive mechanism. The drive shaft and
control rod remain connected during reactor operation, including tripping
of the rods.

Main coolant fills the pressure containing parts of the drive mechanism.
All moving components and the shaft are immersed in the main coolant.

Three magnetic coils, which form a removable electrical unit and surround
the rod drive pressure housing, induce magnetic flux through the housing
wall to operate the working components. The magnets move two sets of
latches which lift, lower and hold the grooved drive shaft. The three
magnets are turned on and off in a fixed sequence by solid-state switches
for the full length rod assemblies. The sequencing of the magnets produces
step motion over the 144 inches of normal control rod travel.

The mechanism develops a lifting force approximately two times the static
lifting load. Therefore, extra lift capacity is available for overcoming
mechanical friction between the moving and the stationary parts. Gravity
provides the drive force for rod insertion and the weight of the whole rod
assembly is available to overcome any resistance.

The mechanisms are designed to operate in water at 650°F and 2485 psig.
The temperature at the mechanism head adaptor will be much less than 650°F
because it is located in a region where there is limited flow of water from
the reactor core, while the pressure is the same as in the reactor pressure
vessel.

A multiconductor cable connects the mechanism operating coils to the 125-
Vdc power supply. The dc power supply is used only during maintenance
operations. The RCCA ac power supply is described in Section 7.7.1.1.1.2.

4.5.1.1.1 Latch Assembly

The latch assembly contains the working components which withdraw and
insert the drive shaft and attached control rod. It is located within the
pressure housing and consists of the pole pieces for three electromagnets.
The electromagnets actuate two sets of latches which engage the grooved
section of the drive shaft. The upper set of latches move up or down to
raise or lower the drive rod by 5/8 inch. The lower set of latches have a
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maximum 1/le-inch -axial movement to shift the weight of the control rod
fr om the upper to the lower latches.

4.5.1.1.2 Pressure Vessel

The pressure vessel consists of the pressure housing and rod travel
housing. The pressure housing is the lower portion of the vessel and
contains the latch assembly. The rod travel housing is the upper portion
of the vessel. It provides space for the drive shaft during its upward
movement as the control rod is withdrawn from the core.

4.5.1.1.3 Operating Coil Stack

The operating coil stack is an independent unit which is installed on the
drive mechanism by sliding it over the outside of the pressure housing. It
rests on a pressure housing flange without any mechanical attachment and
can be removed and installed while the reactor is pressurized.

The three operating coils are made of round copper wire which is insulated
with a double layer of filament type glass yarn. The design operating
temperature of the coils is 200*C. Average coil temperature can be
determined by resistance measurement. Forced air cooling along the outside
of the coil stack maintains a coil casing temperature of approximately
1200C or lower.

4.5.1.1.4 Drive Shaf t Assembly

The main function of the drive shaft is to connect the control rod to the
mechanism latches. Grooves for engagement and lifting by the latches are
located throughout the 144 inches of control rod travel. The grooves are
spaced 5/e inch apart to coincide with the mechanism step length and have
450 angle sides.

The drive shaft is attached to the control rod by the coupling. The
coupling has two flexible arms which engage the grooves in the spider
assembly.

A 1/4-inch diameter disconnect rod runs down the inside of the drive shaft.
It utilizes a locking button at its lower end to lock the coupling and
control rod. At its lower end, there is a disconnect assembly. For remote
disconnection of the drive shaft assembly from the control rod, a button at
the top of the drive rod actuates the connect/disconnect assembly. The
drive shaft assembly can be attached and removed from the control rod only
when the reactor vessel head is removed.

4.5.1.1.5 Position Indicator Coil Stack

The position indicator coil stack slides over the rod travel housing
section of the pressure vessel. It detects drive rod position by means of
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cylindrically wound differential transformer which spans the normal length
of the rod travel (144 inches).

4.5.1.1.6 Drive Mechanism Materials

All parts exposed to reactor coolant, such as the pressure vessel, latch
assembly and drive rod, are made of metals which resist the corrosive
action of the water.

Three types of metals are used exclusively: stainless steels, Inconel X-
750, and cobalt based alloys. Wherever magnetic flux is carried by parts
exposed to the main coolant, 400 series stainless steel is used. Cobalt
based alloys are used for the pins, latch tips, and bearing surfaces.

The control rod drive shaft material is non-nitrided, non-heat treated 410
stainless steel.

Inconel X-750 is used for the springs of both latch assemblies and 304
stainless steel is used for all pressure containment. Hard chrome plating
provides wear surfaces on the sliding parts and prevents galling between
mating parts (such as threads) during assembly.

Outside of the pressure vessel, where the metals are exposed only to the
reactor plant containment environment and cannot contaminate the main
coolant, carbon and stainless steels are used. Carbon steel, because of
its high permeability, is used for flux return paths around the operating
coils. It is zinc-plated 0.001-inch-thick to prevent corrosion.

4.5.1.1.7 Principles of Operation

The drive mechanisms shown schematically in Figure 4.5-4 withdraw and
insert their respective control rods as electrical pulses are received by
the operating coils.

ON and OFF sequence, repeated by switches in the power programmer, causes
either withdrawal or insertion of the control rod. Position of the control
rod is indicated by the differential transformer action of the position
indicator coil stack surrounding the rod travel housing. The differential
transformer output changes as the top of the ferromagnetic drive shaft
assembly moves up the rod travel housing.

Generally, during plant operation, the drive mechanisms hold the control
rods withdrawn from the core in a static position, and only one coil, the
stationary gripper coil is energized on each mechanism.

4.5.1.1.7.1 Control Rod Withdrawal

The control rod is withdrawn by repeating the following sequence:
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I. Movable Gripper Coil - ON

The movable gripper armature raises and swings the movable gripper
latches into the drive shaft groove.

2. Stationary Gripper Coil - OFF

Gravity causes the stationary gripper latches and armature to move
downward until the load of the drive shaft is transferred to the
movable gripper latches. Simultaneously, the stationary gripper
latches then swing out of the shaft groove.

3. Lift Coil - ON

The 5/s-inch gap between the lift armature and the lift magnet pole
closes and the drive rod raises one step length.

4. Stationary Gripper Coil - ON

The stationary gripper armature raises and closes the gap below the
stationary gripper magnetic pole, swinging the stationary gripper
latches into a drive shaft groove. The latches contact the shaft and
lift it 1/16 inch. The load is transferred from the movable to the
stationary gripper latches.

5. Movable Gripper Coil - OFF

The movable gripper armature separates from the lift armature under
the force of the spring and gravity. Three links, pinned to the
movable gripper armature, swing the three movable gripper latches out
of the groove.

6. Lift Coil - OFF

The gap between the lift armature and the lift magnet pole opens. The
movable gripper latches drop 5/e inch to a position adjacent to the
next groove.

4.5.1.1.7.2 Control Rod Insertion

The sequence for control rod insertion is similar to that for control rod
withdrawal:

1. Lift Coil - ON

The movable gripper latches are raised to a position adjacent to a
shaft groove.

4.5-6 JUNE 1992



ZION STATION UFSAR

2. Movable Gripper Coil - ON

The movable gripper armature raises and swings the movable gripper
latches into a.groove.

3. Stationary Gripper Coil - OFF

The stationary gripper armature moves downward and swings the
stationary gripper latches out of the groove.

4. Lift Coil - OFF

Gravity and spring force separates the lift armature from the lift
magnet pole and the control rod drops down 5/9 inch.

5. Stationary Gripper Coil - ON

6. Movable Gripper Coil - OFF

The sequences described above are termed as one step or one cycle and the
control rod moves 5/8 inch for each cycle. Each sequence can be repeated
at a rate of up to 72 steps per minute and the control rods can therefore
be withdrawn or inserted at a rate of up to 45 inches per minute.

4.5.1.1.7.3 Control Rod Tripping

During operations, the control rod position is held with the stationary
gripper coil. Removing current to the stationary gripper coil would open
the stationary latches allowing the control rods to fall. If power to the
movable gripper coil is cut off while rods are in motion, as for tripping,
the combined weight of the drive shaft and the rod cluster control assembly
is sufficient to move the latches out of the shaft groove. The control rod
falls by gravity into the core. The tripping occurs as the magnetic field,
holding the movable gripper armature against the lift magnet, collapses and
the movable gripper armature is forced down by the weight acting upon the
latches.

4.5.2 Reactor Internals Materials

The reactor internal components are designed to withstand the stresses
resulting from startup, steady state operation with any number of pumps
running, and shutdown conditions. No damage to the reactor internals
occurs as a result of loss of pumping power.

Lateral deflection and torsional rotation of the lower end of the core
barrel is limited to prevent excessive movements resulting from seismic
disturbances and thus prevent interference with rod control cluster
assemblies. Core drop in the event of failure of the normal supports is
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limited so that the rod cluster control assemblies do not disengage from
the fuel assembly guide thimbles.

The internals are further designed to maintain their functional integrity
in the event of a major loss-of-coolant accident. The dynamic loading
resulting from the pressure oscillations associated with a LOCA does not
cause sufficient deformation to prevent RCCA insertion.

The reactor core and reactor vessel internals are shown in cross-section in
Figure 4.5-5 and in elevation in Figure 4.5-6. The core, consisting of the
fuel assemblies, control rods, source rods, burnable poison rods, and guide
thimble plugging devices, provides and controls the heat source for the
reactor operation. The internals, consisting of the upper and lower core
support structure, are designed to support, align, and guide the core
components, direct the coolant flow to and from the core components, and to
support and guide the incore instrumentation. A listing of the core
mechanical design parameters is given in Table 4.2-1.

The fuel assemblies are arranged in a roughly circular cross-sectional
pattern. The assemblies are all identical in configuration, but contain
fuel of different enrichments depending on the location of the assembly
within the core. Additional information concerning the fuel assemblies can
be found in Sections 4.2.3 and 4.3.4.

The fuel is in the form of slightly enriched uranium dioxide ceramic
pellets. The pellets are stacked to an active height of 144 inches within
Zircaloy-4 tubular cladding which is plugged and seal welded at the ends to
encapsulate the fuel. The fuel rods are internally pressurized with helium
during fabrication. The enrichments of the fuel for the various regions in
the initial core are given in Table 4.2-1. Heat generated by the fuel is
removed by demineralized light water which flows upward through the fuel
assemblies and acts as both moderator and coolant.

The core is typically divided into regions of three different enrichments.
The loading arrangement for the initial cycle is indicated on Figure 4.5-7.
Refueling takes place generally in accordance with an inward loading
schedule. Beginning with Unit 2, Cycle 6 a low leakage loading pattern
(LLLP) has been used. LLLP places some fresh fuel inboard and some
irradiated fuel generally at positions with two sides on the baffle. The
reason for using a LLLP is better utilization of uranium. Additionally,
LLLP reduces embrittlement of the Reactor Pressure Vessel beltline region
by reducing the neutron fluence in that region.

The control rods, or RCCAs, consist of groups of individual absorber rods
which are held together by a spider at the top end and actuated as a group.
In the inserted position, the absorber rods fit within hollow guide
thimbles in the fuel assemblies. The guide thimbles are an integral part
of the fuel assemblies and occupy locations within the regular fuel rod
pattern where fuel rods have been deleted. In the withdrawn position, the
absorber rods are guided and supported laterally by guide tubes which form
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an integral part of the upper core support structure. Figure 4.5-1 shows a
typical RCCA.

As shown in Figure 4.5-6, the fuel assemblies are positioned and supported
vertically in the core between the upper and lower core plates. The core
plates are provided with pins which index into closely fitting mating holes
in the fuel assembly top and bottom nozzles. The pins maintain the fuel
assembly alignment which permits free movement of the RCCAs from the fuel
assembly into the guide tubes in the upper support structure without
binding or restriction between the rods and their guide surfaces.

Operational or seismic loads imposed on the fuel assemblies are transmitted
through the core plates to the upper and lower support structures and
ultimately to the internals support ledge at the pressure vessel flange in
the case of vertical loads or to the lower radial support and internals
support ledge in the case of horizontal loads. The internals also provide
a form fitting baffle surrounding the fuel assemblies which confines the
upward flow of coolant in the core area to the fuel bearing region.

4.5.2.1 Reactor Internals Design Description

The reactor internals are designed to support and orient the reactor core
fuel assemblies and RCCAs, absorb the control rod dynamic loads and
transmit these and other loads to the reactor vessel flange, provide a
passageway for the reactor coolant, and support incore instrumentation.
The reactor internals are shown in Figure 4.5-6.

The internals are designed to withstand the forces due to weight, preload
of fuel assemblies, control rod dynamic loading, vibrati.on, and LOCA
blowdown coincident with earthquake accelerations. These internals are
analyzed in a manner similar to Connecticut Yankee, San Onofre, Zorita,
Saxton and Yankee. Under the loading conditions, including conservative
effects of design earthquake loading, the structure satisfies stress values
prescribed in Section III, ASME Nuclear Vessel Code.

The reactor internals are equipped with bottom-mounted incore
instrumentation supports. These supports are designed to sustain the
applicable loads outlined above.

The components of the reactor internals are divided into three parts
consisting of the lower core support structure (including the entire core
barrel and thermal shield), the upper core support structure and the incore
instrumentation support structure.

Zion 1 and 2 core support structures were evaluated with a prototype
reactor. The test program was performed on the IPP-II plant and the
results obtained from the IPP-II 1/7th scale model have a direct
application to the Zion plant because they are similar 4-loop plants.
Measurements from the IPP plant will provide direct stress information
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(frequencies and amplitudes) from strain gages, and complementary data from
accelerometers, displacement gages and pressure gages to be used for a
correlation study of the reactor component's vibration.

The IPP-II vibration hot functional test included a wide range of
temperature and fl'ow conditions (room temperature, operating temperature
and intermediate temperature levels; one-, two-, three- and four-loop
operations). During these tests, coolant flow is 10% higher than during
normal operation and consequently, oscillatory-forcing forces will be 20%
higher. This circumstance assures the severity of this test from the
vibration point of view. Temperature effects, in particular differential
thermal expansion of-components, have no dynamic implications, and local
differences due to non-uniformity in temperature distribution are static.
Static effects plus vibration amplitudes are considered when applying
Section III of the ASME Code to compare with allowables. The test program
is principally directed toward the confirmation of vibration levels.

Vibration analysis of reactor internals for normal operation is performed
using experimental data and correlation between results obtained from
models and full-size plants. For Zion, the study is supported by the
instrumentation program in progress for the IPP-II reactor, the lead 4-loop
plant. In the final analysis, the "vibrational" hot functional tests
followed by careful inspection is the most meaningful confirmatory test.
Allowable stress amplitude for vibration is established on the basis of the
material fatigue properties for infinite cycles (endurance limit). Since
infinite cycle fatigue is a criterion, no limits are then necessary for
frequency. Displacement amplitudes for reactor internals vibration are not
governing. Stress limits are more restrictive.

Lower Core Support Structure

The major containment and support member of the reactor internals is the
lower core support structure, shown in Figure 4.5-8. This support
structure assembly consists of the core barrel, the core baffle, and lower
core plate and support columns, the thermal shield, the intermediate
diffuser plate, and the bottom support plate which is welded to the core
barrel. All the major material for this structure is Type 304 Stainless
Steel. The core support structure is supported at its upper flange from a
ledge in the reactor vessel head flange, and its lower end is restrained in
its transverse movement by a radial support system attached to the vessel
wall. Within the core barrel are axial baffle and former plates which are
attached to the core barrel wall and form the enclosure periphery of the
assembled core. The lower core plate is positioned at the bottom level of
the core below the baffle plates and provides support and orientation for
the fuel assemblies.

The lower core plate is a 2-inch-thick member through which the necessary
flow distributor holes for each fuel assembly are machined. Fuel assembly
locating pins (two for each assembly) are also inserted into this plate.
Columns are placed between this plate and the bottom support plate of the
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core barrel in order to provide stiffness and to transmit the core load to
the bottom support plate. Positioned between the support plate and lower
core support plate is a perforated plate to uniformly diffuse the coolant
-flowing into the core.-

The one-piece thermal shield is fixed to the core barrel at the top with
rigid bolted connections. The bottom of the thermal, shield is connected to
the core barrel by means of axial flexures. This bottom support allows for
differential axial growth of the shield/core barrel but restricts radial or
horizontal movement of the bottom of the shield. Rectangular tubing in
which material samples can be inserted and irradiated during reactor.
operation are welded to the thermal shield and extend to the top of the
thermal shield. These samples are held in the rectangular tubing by a
preloaded spring device at the top and bottom.

The lower core support structure and principally the core barrel serve to
provide passageways and control for the coolant flow. Inlet coolant flow
from the vessel inlet nozzles proceeds down the annulus between the core
barrel and the vessel wall, flows on both sides of the thermal shield, and
then into a plenum at the bottom of the vessel. It then turns and flows up
through the lower support plate, passes through the intermediate diffuser
plate and then through the lower core plate. The flow holes in the
diffuser plate and the lower core plate are arranged to give a very uniform
entrance flow distribution to the core. After passing through the core 'the
coolant enters the area of the upper support structure and then flows
generally radially to the core barrel outlet nozzles and directly through
the vessel outlet nozzles.

A small amount of water also flows between the baffle plates and core
barrel to provide additional cooling of the barrel. Similarly, a small
amount of the entering flow is directed into the vessel head plenum to
provide cooling of the head. Both these flows eventually are directed into
the upper support structure plenum and exit through the vessel outlet
nozzles.

Vertically downward loads from weight, fuel assembly preload, control rod
dynamic loading and earthquake acceleration are carried by the lower core
plate partially into the lower core plate support flange on the core barrel
shell and partially through the lower support columns to the lower core
support and thence through the core barrel shell to the core barrel flange
supported by the vessel head flange. Transverse loads from earthquake
acceleration, coolant cross flow, and vibration are carried by the core
barrel shell to be distributed to the lower radial support to the vessel
wall, and-to the core barrel flange. Transverse acceleration of the fuel
assemblies is transmitted to the core barrel shell by direct connection of
the lower core plate to the barrel wall and by a radial support type
connection of the upper core plate to slab sided pins pressed into the core
barrel.
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The main radial support system of the core barrel is accomplished by "key"
and "keyway" joints to the reactor vessel wall. At equally spaced points
around the circumference, an Inconel block is welded to the vessel I.D.
Another Inconel block is bolted to each of these blocks, and has a "keyway"
geometry. Opposite each of these is a "key" which is attached to the
internals. At assembly, as the internals are lowered into the vessel, the
keys engage the keyways in the axial direction. With this design, the
internals are provided with a support at the furthest extremity, and may be
viewed as a beam fixed at the top and simply supported at the bottom.

Radial and axial expansions of the core barrel are accommodated but
transverse movement of the core barrel is restricted by this design. With
this system, cycle stresses in the internal structures are within the ASME
Section III limits. This eliminates any possibility of failure of the core
support.

In the event of downward vertical displacement of the internals, energy
absorbing devices limit the displacement by contacting the vessel bottom
head. The load is transferred through the energy devices of the internals.

The energy absorbers, cylindrical in shape, are contoured on their bottom
surface to the reactor vessel bottom head geometry. Their number and
design are determined so as to limit the forces imposed to less than yield.
Assuming a downward vertical displacement, the potential energy of the
system is absorbed mostly by the strain energy of the energy absorbing
devices.

The free fall in the hot condition is on the order of 1/2 inch, and there
is an additional strain displacement in the energy-absorbing devices of
approximately 3/4 inch. Alignment features in the internals prevent
cocking of the internals structure during this postulated drop. The
control rods are designed to provide assurance of control rod insertion
capabilities under this assumed drop of internals condition. The drop
distance of about 11/4 inch is not enough to cause the tips of the shutdown
group of RCCAs to come out of the guide tubes in the fuel assemblies.

Upper Core Support Assembly

The upper core support assembly, shown in Figure 4.5-9, consists of the top
support plate, deep beam sections, and upper core plate, between which are
contained 48 support columns and 61 guide tube assemblies. The support
columns establish the spacing between the top support plate, deep beam
sections, and the upper core plate and are fastened at top and bottom to
these plates and beams. The support columns transmit the mechanical
loadings between the two plates and serve the supplementary function of
supporting thermocouple guide tubes. The guide tube assemblies, shown on
Figure 4.5-10, sheath and guide the control rod drive shafts and control
rods and provide no other mechanical functions. They are fastened to the
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top support plate and are guided by pins in the upper core plate for proper
orientation and support. Additional guidance for the control-rod drive
shafts is provided by the control rod shroud tube which is attached to the
upper support plate and guide tube.

The upper core support assembly, which is removed as a unit during
refueling operation, is positioned in its proper orientation with respect
to the lower support structure by flat-sided pins pressed into the core
barrel which in turn engage in slots in the upper core plate. At an
elevation in the core barrel where the upper core plate is positioned, the
flat-sided pins are located at angular positions of 00, 900, 1800, and 2700.
Four slots are milled into the core plate at the same positions. As the
upper support structure is lowered into the main internals, the slots in
the plate engage the flat-sided pins in the axial direction. Lateral
displacement of the plate and of the upper support assembly is restricted
by this design. Fuel assembly locating pins protrude from the bottom of
the upper core plate and engage the fuel assemblies as the upper assembly
is lowered into place. Proper alignment of the lower core support
structure, the upper core support assembly, the fuel assemblies and control
rods is thereby assured by this system of locating pins and guidance
arrangement. The upper core support assembly is restrained from any axial
movements by a large circumferential spring which rests between the upper
barrel flange and the upper core support assembly and is compressed by the
reactor vessel head flange.

Vertical loads from weight, earthquake acceleration, hydraulic loads, and
fuel assembly preload are transmitted through the upper core plate via the
support columns to the deep beams and top support plate and then the
reactor vessel head. Transverse loads from coolant cross flow, earthquake
acceleration, and possible vibrations are distributed by the support
columns to the top support plate and upper core plate. The top support
plate is particularly stiff to minimize deflection,.

Incore Instrumentation Support Structures

The incore instrumentation support structures consist of an upper system to
convey and support thermocouples penetrating the vessel through the head
and a lower system to convey and support flux thimbles penetrating the
vessel through the bottom.

The upper system utilizes the reactor vessel head penetrations.
Instrumentation port columns are slip-connected to in-line columns that are
in turn fastened to the upper support plate. These port columns protrude
through the head penetrations. The thermocouples are carried through these
port columns and the upper support plate at positions above their readout
locations. The quick disconnects for the thermocouples are stainless
steel. The thermocouple conduits are supported from the columns of the
upper core support system. The thermocouple conduits are sealed stainless
steel tubes.
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In addition to the upper incore instrumentation, there are reactor vessel
bottom port columns which carry the retractable, cold worked stainless
steel flux thimbles that are pushed upward into the reactor core. Conduits
extend from the bottom of the reactor vessel down through the concrete
shield area and up to a thimble seal table. The minimum bend radii are
about 144 inches and the trailing ends of the thimbles (at the seal table)
are extracted approximately 15 feet during refueling of the reactor in
order to avoid interference within the core. The thimbles are closed at
the leading ends and serve as the pressure barrier between the reactor
pressurized water and the containment atmosphere.

Mechanical seals between the retractable thimbles and the conduits are
provided at the seal table. During normal operation, the retractable
thimbles are stationary and move only during refueling or for maintenance,
at which time a space of approximately 15 feet above the seal table is
cleared for the retraction operation. Section 7.7.1.2 contains more
information on the layout of the incore instrumentation system.

The conduits are supported at several locations. These supports are tied
to the concrete shield wall with members having sufficient flexibility to
absorb the thermal movement of the conduits.

The incore instrumentation support structure is designed for adequate
support of instrumentation during reactor operation and is rugged enough to
resist damage or distortion under the conditions imposed by handling during
the refueling sequence.

4.5.2.2 Evaluation of Core Barrel and-Thermal Shield

The internals design is based on analysis, test and operational
information. Troubles in previous Westinghouse PWRs have been evaluated
and information derived has been considered in this design. For example,
the new Westinghouse design uses a one-piece thermal shield which is
attached rigidly to the core barrel at one end and flexured at the other.
The early designs that malfunctioned were multi-piece thermal shields that
rested on vessel lugs and were not rigidly attached at the top.

Early core barrel designs that have malfunctioned in service, now
abandoned, employed threaded connections such as tie rods, joining the
bottom support to the bottom of the core barrel, and a bolted connection
that tied the core barrel to the upper barrel. The malfunctioning of core
barrel designs in earlier service was believed to have been caused by the
thermal shield which was oscillating, thus creating forces on the core
barrel. Other forces were induced by unbalanced flow in the lower plenum
of the reactor. In today's RCCA design there are no fuel followers to
necessitate a large bottom plenum in the reactor. The elimination of these
fuel followers enabled Westinghouse to build a shorter core barrel.

The Connecticut Yankee, Indian Point #2 and the Zorita reactor core barrels
are of the same construction as the Zion reactor core barrel. Deflection
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measuring devices employed in the Connecticut Yankee reactor during the
hot-functional test, and deflection and strain gages employed in the Zorita
reactor during the hot-functional test have provided important information
that has been used in the design of the present day internals, including
that for Zion. When the Connecticut Yankee thermal shield was modified to
the same design as for Southern California Edison, it, too, operated
satisfactorily as was evidenced by the examination after the hot-functional
test. After these hot-functional tests on all of these reactors, a careful
inspection of the internals was provided. All the main structural welds
were examined, nozzle interfaces were examined for any differential
movement, upper core plate inside supports were examined, the thermal
shield attachments to the core barrel including all lockwelds on the
devices used to lock the bolts were checked: no malfunctions were found.

Substantial scale model testing was performed at WNES. This included tests
which involved a complete full scale fuel assembly which was operated at
reactor flow, temperature and pressure conditions. Tests were run on a
'/7th scale model of the Indian Point Unit 2 reactor. Measurements taken
from these tests indicate very little shield movement, on the order of a
few mils when scaled up to Indian Point Unit 2. Strain gage measurements
taken on the core barrel also indicate very low stresses. Testing to
determine thermal shield excitation due to inlet flow disturbances have
been included. Information gathered from these tests was used in the
design of the thermal shield and core barrel.

In order to provide further confirmation of the internals design, Indian
Point Unit 2 has deflection gages mounted on the thermal shield top and
bottom for the hot-functional test. Six such gages are mounted in the top
of the thermal shield equidistant between the fixed supports and eight
located at the bottom, equidistant between the six flexures, and two next
to flexure supports. The internals inspection, just before the
hot-functional test, includes looking at mating bearing surfaces, main
welds and welds that are used on bolt locking devices. At the conclusion
of the hot-functional test, measurement readings are taken from the
deflectometers on the shield and the internals are re-examined at all key
areas for any evidence of malfunction. It can be concluded from the
testing programs, analyses and the experience gained that the design as
employed on the Zion Plant is adequate.

4.5.2.3 Core Component Quality Assurance

To ensure that all materials, components, and assemblies conform to the
design requirements,, a release point program is established with the
manufacturer. This requires surveillance of all raw materials, special
processes (i.e, welding, heat treating, nondestructive testing, etc.) and
parts which directly affect the assembly and alignment of the reactor
internals. The surveillance is accomplished by the issuance of an
Inspection Release by quality control organization after conformance has
been verified.
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A resident quality control representative performs a surveillance/audit
program at the manufacturer's facility and witnesses the required tests and
inspections and issues the inspection releases. An example is the
radiographic examination of the welds joining core barrel shell courses.

Components and materials supplied by Westinghouse to the assembly
manufacturer are subjected to a similar program. Quality Control engineers
develop inspection plans for all raw materials, components and assemblies.
Each level of manufacturing is evaluated by a qualified inspector for
conformance (i.e., witnessing the ultrasonic testing of core plate raw
material). Upon completion of specified events, all documentation is
audited prior to releasing the material or component for further
manufacturing. All documentation and inspection releases are maintained in
the quality control central records section. All materials are traceable
to the mill heat number.

In conclusion, a set of "as built" dimensions are taken to verify
conformance to the design requirements and assure proper fitup between the
reactor internals and the reactor pressure vessel.
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4.6 FUNCTIONAL DESIGN OF REACTIVITY CONTROL SYSTEMS

4.6.1 Information for Control Rod Drive (CRD) System

4.6.1.1 Control Rod Drive Assemblies

Each control rod drive assembly is designed as a hermetically sealed unit
to prevent leakage of reactor coolant. All pressure-containing components
are designed to meet the requirements of the ASME Code, Section III,
Nuclear Vessels for Class A vessels.

The control rod drive assemblies for the full-length rods provide rod
cluster control assembly (RCCA) insertion and withdrawal rates consistent
with the required reactivity changes for reactor operational load changes.
This rate is based on the worths of the various rod groups, which are
established to limit power-peaking flux patterns to design values. The
maximum reactivity addition rate is specified to limit the magnitude of a
possible nuclear excursion resulting from a control system or operator
error malfunction. Also, the control rod drive assemblies provide a fast
insertion rate during a "trip" of the RCCAs which results in a rapid
shutdown of the reactor for conditions that cannot be handled by the
reactor control system. For further information on this subject refer to
Section 4.5.1.

4.6.2 Evaluations of the CRD System

This subsection title has been created in order to implement the UFSAR
format delineated by Regulatory Guide 1.70, Revision 3. However, the
section is not used due to the level of detail required at the time of
license application and subsequent revisions.

4.6.3 Testing and Verification of the CRD System

This subsection title has been created in order to implement the UFSAR
format delineated by Regulatory Guide 1.70, Revision 3. However, the
section is not used due to the level of detail required at the time of
license application and subsequent revisions.

4.6.4 Information for Combined Performance of Reactivity Systems

This subsection title has been created in order to implement the UFSAR
format delineated by Regulatory Guide 1.70, Revision 3. However, the
section is not used due to the level of detail required at the time of
license application and subsequent revisions.
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4.6.5 Evaluations of Combined Performance

This subsection title has been created in order to implement the UFSAR
format delineated by Regulatory Guide 1.70, Revision 3. However, the
section is'not used due to the level of detail required at the time of
license application and subsequent revisions.
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APPENDIX 4A: FUEL DENSIFICATION - ZION STATION UNIT NO. I

This Appendix has been. deleted. See References 12 and 13 of Section 4.2
for information.
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5. REACTOR COOLANT SYSTEM AND CONNECTED SYSTEMS

5.1' SUMMARY DESCRIPTION

The Reactor Coolant System (RCS) consists of four similar heat transfer
loops connected in parallel to the reactor vessel. Each loop contains a
steam generator, a pump, two isolation valves, loop piping, and
instrumentation. The system also includes a pressurizer, connecting piping
to one of the loops, pressurizer safety and relief valves, and a relief
tank necessary for operational control. Auxiliary system piping
connections into the reactor coolant piping are provided as necessary.

RCS design data are listed in Tables 5.1-1 and 5.1-2. Connected systems
and components of the RCS are discussed in detail in Section 5.4.

Pressure in the system is controlled by the pressurizer through the use of
electrical heaters and sprays. Steam can either be formed by the heaters
or condensed by a pressurizer spray to minimize pressure variations due to
contraction and expansion of the coolant. Instrumentation used in the
pressure control system is described in Chapter 7. Spring-loaded safety
valves and power-operated relief valves are connected to the pressurizer
and discharge to the pressurizer relief tank, where the discharged steam is
condensed and cooled by mixing with water.

The RCS transfers the heat generated in the core to the steam generators,
where steam is generated to drive the turbine generator.

Demineralized light water is circulated at the flow rate and temperature
consistent with achieving the reactor core thermal hydraulic performance
presented in Chapter 4. The water also acts as a neutron moderator, a
neutron reflector, and a solvent for the neutron-absorber used in chemical
shim control.

The water chemistry is selected to provide the necessary boron content for
reactivity control and to minimize corrosion of RCS surfaces. Periodic
analyses of the coolant chemical composition are performed to monitor the
adherence of the system to the desired reactor coolant water quality listed
in Table 5.2-4. Maintenance of the water quality to minimize corrosion is
accomplished using the Chemical and Volume Control System and the Sampling
System which are described in Chapter 9.

The RCS provides a boundary for containing the coolant under operating
temperature and pressure conditions. It serves to confine radioactive
material and to limit its uncontrolled release to the secondary system and
to other parts of the plant under normal or abnormal operating conditions.
During transient operation, the system's heat capacity attenuates thermal
transients generated by the core or the steam generators. The RCS
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accommodates coolant volume changes within the protection system limits of
the reactor as presented in Chapter 7.

By appropriate selection of the inertia of the reactor coolant pumps, the
thermal hydraulic effects are reduced to a safe level during the pump
coastdown in a loss-of-flow situation. The layout of the system assures
the natural circulation capability following a loss of flow to permit decay
heat removal without overheating the core. Part of the system piping
serves as part of the Emergency Core Cooling System (ECCS) when delivering
cooling water to the core during a loss-of-coolant accident (LOCA).

5.1.1 Schematic Flow Diagram

A simplified schematic of the RCS is not contained in the current revision
of the Zion UFSAR. Figure 5.1-1 (Sheets 1 and 2) shows a detailed diagram
of the RCS and interconnecting systems.

5.1.2 Piping and Instrumentation Diagram

A piping and instrument diagram of the RCS is shown in Figure 5.1-1 (Sheets
I and 2). The diagram also shows RCS connections to other systems. A
discussion of RCS instrumentation is contained in Chapter 7.

5.1.3 Elevation Drawing

This subsection title has been created in order to implement the UFSAR
format delineated by Regulatory Guide 1.70, Revision 3. However, the
section is not used due to the level of detail required at the time of
license application and subsequent revisions.
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TABLE 5.1-1

SYSTEM DESIGN AND OPERATING PARAMETERS

Plant design life, years

Number of heat transfer loops

Design pressure, psig

Nominal operating pressure, psig

Total system volume including pressurizer*
and surge line, ft 3 (ambient conditions)

System liquid volume, including pressurizer*
and surge line, ft 3 (ambient conditions)

Total heat output (100% power) Btu/hr

40

4

2485

2235

12,710

11,990

11,089 x 108

Reactor vessel coolant temperature
at full power:

Inlet, nominal, *F

Outlet, °F

Coolant temperature rise in vessel
at full power, avg, 'F

Total coolant flow rate, lb/hr

Steam pressure, psia*

530.2

594.2

64.0

135.0 x 106

720

* At full power operation with zero steam generator tubes plugged.
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TABLE 5.1-2

REACTOR COOLANT SYSTEM DESIGN PRESSURE SETTINGS (PSIG)

Design Pressure 2485

Operating Pressure 2235

Safety Valves 2485

Power Relief Valves * 2335

Pressurizer Spray Valves (Begin to Open) 2260

Pressurizer Spray Valves (Full Open) 2310

High Pressure Trip 2385

High Pressure Alarm 2335

Low Pressure Trip 1825

Low Pressure Alarm 2210

Hydrostatic Test Pressure 3107

Backup Heaters On 2185

Proportional Heaters (Begin to Operate) 2250

Proportional Heaters (Full Operation) 2220

* Setpoint is at normal operating temperature. The setpoint is reduced to provide
overpressurization protection at low temperatures.
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5.2 INTEGRITY OF REACTOR COOLANT PRESSURE BOUNDARY

5.2.1 Compliance with Codes and Code Cases

All primary pressure-containing components of the Reactor Coolant System
(RCS) are designed, fabricated, inspected, and tested in conformance with
the applicable codes listed in Table 5.2-1, and are Seismic Class I design.

To establish the service life of the RCS components as required by the ASME
Boiler and Pressure Vessel (B&PV) Code, Section III, for Class "A" vessels,
the unit operating conditions have been established for the 40-year design
life. These operating conditions include the cyclic application of
pressure loadings and thermal transients. The number of thermal and
loading cycles used for design purposes is listed in Table 5.2-2.

Environmental protection is afforded by close adherence to the water
chemistry limits set forth in the Technical Specifications and by the
absence of any deleterious conditions in the Containment environment,
piping, and component insulation.

Maintenance standards will comply with the applicable codes and standards
and with appropriate quality levels. Operating procedures will be
established and adhered to in accordance with the Zion Quality Assurance
Plan.

5.2.1.1 Design Criteria

5.2.1.1.1

Criterion:

Ouality Standards

Those systems and components of reactor facilities which are
essential to the prevention, or the mitigation of the
consequences, of nuclear accidents which could cause undue
risk to the health and safety of the public shall be
identified and then designed, fabricated, and erected to
quality standards that reflect the importance of the safety
function to be performed. Where generally recognized codes
and standards pertaining to design, materials, fabrication,
and inspection are used, they shall be identified. Where
adherence to such codes or standards does not suffice to
assure a quality product in keeping with the safety
function, they shall be supplemented or modified as
necessary. Quality assurance programs, test procedures, and
inspection acceptance criteria to be used shall be
identified. An indication of the applicability of codes,
standards, quality assurance programs, test procedures, and
inspection acceptance criteria used is required. Where such
items are not covered by applicable codes and standards, a
showing of adequacy is required.
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The RCS is of primary importance with respect to its function in protecting
the health and safety of the public.

Quality standards of material selection, design, fabrication, and
inspection conform to the applicable provisions of recognized codes and
good nuclear practice. Details of the quality assurance programs, test
procedures and inspection acceptance levels are given in Sections 5.2.4 and
5.3.3. Particular emphasis is placed on the assurance of quality of the
reactor vessel to obtain material whose properties are uniformly within
tolerances appropriate to the application of the design methods of the code
delineated in Section 5.2.1.

5.2.1.1.2

Criterion:

Performance Standards

Those systems and components of reactor facilities which are
essential to the prevention or to the mitigation of the
consequences of nuclear accidents which could cause undue
risk to the health and safety of the public shall be
designed, fabricated, and erected to performance standards
that will enable such systems and components to withstand,
without undue risk to the health and safety of the public
the forces that might reasonably be imposed by the
occurrence of an extraordinary natural phenomena such as
earthquake, tornado, flooding condition, high wind or heavy
ice. The design bases so established shall reflect: (a)
appropriate consideration of the most severe of these
natural phenomena that have been officially recorded for the
site and the surrounding area and (b) an appropriate margin
for withstanding forces greater than those recorded to
reflect uncertainties about the historical data and their
suitability as a basis for design.

RCS piping and components containing operating pressure, and supporting
structures thereto, are designed as Seismic Class I. Details are given in
Section 3.7.1.

The RCS
Seismic
natural
3.8.1.

is located in the Containment where design, in addition to being a
Class I structure, also considers accidents or other applicable
phenomena. Details of the containment design are given in Section

Code records will be maintained for the mandatory period, and thereafter,
either by Westinghouse or the Commonwealth Edison Company (CECo).

5.2.1.1.3

Criterion:

Records Requirements

The reactor
maintenance
the design,

licensee shall be responsible for assuring the
throughout the life of the reactor of records of
fabrication, and construction of major
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components of the plant essential to avoid undue risk to the
health and safety of the public.

Records that should be maintained may or may not be under the physical
control of CECo.

CEC o will assure that those records Which are important, in that they have
some bearing on the health and safety of the public, are maintained.

5.2.1.1.4 Reactor Coolant Pressure Boundary

Criterion: The reactor coolant pressure boundary shall be designed,
fabricated and constructed so as to have an exceedingly low
probability of gross rupture or significant uncontrolled
leakage throughout its design lifetime.

The RCS, in conjunction with its control and protective provisions, is
designed to accommodate the system pressures and temperatures attained
under all expected modes of plant operation or anticipated system
interactions, and to maintain the stresses within applicable code stress
limits. The criteria for vessels and piping within the reactor coolant
pressure boundary are discussed in Appendix 5A.

Fabrication of the components which constitute the pressure-retaining
boundary of the RCS were carried out in strict accordance with the
applicable codes. In addition, there are areas where equipment
specifications for RCS components go beyond the applicable codes. Details
are given in Section 5.2.3.

The materials of construction of the pressure-retaining boundary of the RCS
are protected, by control of coolant chemistry, from corrosion phenomena
which might otherwise reduce the system structural integrity during its
service lifetime. This is discussed in Chapter 9.

System conditions resulting from anticipated transients or malfunctions are
monitored and appropriate action is automatically initiated to maintain the
required cooling capability and to limit system conditions such that
continued safe operation is possible. This is discussed in Chapter 7.

The system is protected from overpressure by means of pressure-relieving
devices as required by Section III of the ASME B&PV Code.

Sections of the system which can be isolated are provided with
overpressure-relieving devices disch'arging to closed systems such that the
system code allowable relief pressure within the protected section is not
exceeded.
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5.2.1.1.5 Monitoring Reactor Coolant Leakaqe

Criterion: Means shall be provided to detect significant uncontrolled
leakage from the reactor coolant pressure boundary.

The above criteria is implemented by positive indications in the Control
Room to alert the operator of leakage of coolant from the RCS. Separate
systems based on different operating principles provide leakage data from
the following individual areas within the Containment:

1. Reactor head to vessel closure joint.
2. Reactor vessel outer surface.
3. Incore instrumentation seal table.

In addition to the above individual areas, the overall containment
atmosphere is monitored by means of radioactive air particulate and gas
systems, relative humidity monitors, and temperature indications.

5.2.1.1.6 Reactor Coolant Pressure Boundary Capability

Cri teri on: The reactor coolant pressure boundary shall be capable of
accommodating without rupture the static and dynamic loads
imposed on any boundary component as a result of an
inadvertent and sudden release of energy to the coolant. As
a design reference, this sudden release shall be taken as
that which would result from a sudden reactivity insertion
such as rod ejection (unless prevented by positive
mechanical means), rod dropout, or cold water addition.

The reactor coolant boundary is shown to be capable of accommodating,
without further rupture, the static and dynamic loads imposed as a result
of a sudden reactivity insertion such as a rod ejection which is considered
the worst credible case. Details of this analysis are provided in Chapter
15.

The operation of the reactor is such that the severity of an ejection
accident is inherently limited. Since control rod clusters are used to
control load variations only and core depletion is followed with boron
dilution, only the rodcluster control assemblies in the controlling groups
are inserted in the core at power. At full power, these rods are only
partially inserted. A rod insertion limit monitor is provided as an
administrative aid to the operator to assure that this condition is met.
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By using flexibility in the selection of control rod groupings and radial
location and position as a function of load, the design limits the maximum
fuel temperature for the highest worth ejected rod to a value which
precludes any resultant damage to the RCS pressure boundary, i.e., gross
fuel dispersion in the coolant and possible excessive pressure surges.

The failure of a rod mechanism housing causing a rod cluster to be rapidly
ejected from the core is evaluated as a theoretical, though not a credible,
accident. While limited fuel damage could result from this hypothetical
event, the fission products are confined to the RCS and the Reactor
Containment. The environmental consequences of rod ejection are less
severe than from the hypothetical loss of coolant, for which public health
and safety is shown to be adequately protected. Reference is made to
Chapter 15.

5.2.1.1.7

Criterion:

Reactor Coolant Pressure Boundary Rapid Propagation Failure
Prevention

The reactor coolant pressure boundary shall be designed and
operated to reduce to an acceptable level the probability of
rapidly propagating type failure. Consideration is given
(a) to the provisions for control over service temperature
and irradiation effects which may require operational
restrictions, (b) to the design and construction of the
reactor pressure vessel in accordance with applicable codes,
including those which establish requirements for absorption
of energy within the elastic strain energy range and for
absorption of energy by plastic deformation and (c) to the
design and construction of reactor coolant pressure boundary
piping and equipment in accordance with applicable codes.

The reactor coolant pressure boundary is designed to reduce, to an
acceptable level, the probability of a rapidly propagating type failure.

In the core region of the reactor vessel, it is expected that the notch
toughness of the material will change as a result of fast neutron exposure.
This change is evidenced as a shift in the nil ductility transition
temperature (NDTT), which is factored into the operating procedures in such
a manner that full operating pressure is not obtained until the affected
vessel material is above the design transition temperature (DTT) and is in
the ductile material region. The pressure during startup and shutdown at
temperatures below NDTT is maintained below the threshold of concern for
safe operation.

The DTT is a minimum of NDTT plus 60'F and dictates the procedures to be
followed in the hydrostatic test and in station operations to avoid
excessive cold stress. The value of the DTT is increased during the life
of the plant. This is required by the expected shift in NDTT and is
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confirmed by the experimental data obtained from irradiated specimens of
reactor vessel materials during the plant lifetime. Further details are
given in Section 5.3.1.1.

All pressure-containing components of the RCS are designed, fabricated,
inspected, and tested in conformance with the applicable codes. Further
details are given in Section 5.2.1.

5.2.1.1.8 Reactor Coolant Pressure Boundary Surveillance

Criterion: Reactor coolant pressure boundary components shall have
provisions for inspection, testing, and surveillance of
critical areas by appropriate means to assess the structural
and leaktight integrity of the boundary components during
their service lifetime. For the reactor vessel, a material
surveillance program conforming with current applicable
codes shall be provided.

The design of the reactor vessel and its arrangement in the system provides
for accessibility to the entire internal surfaces of the vessel and certain
external zones of the vessel including the nozzle to reactor coolant
piping welds and the top and bottom heads.

The reactor arrangement within the Containment provides sufficient space
for inspection of the external surfaces of the reactor coolant piping,
except for the area of pipe within the primary shielding concrete.

Monitoring of the NDTT properties of the core region plates, forgings,
weldments, and associated heat-treated zones are performed in accordance
with American Society of Testing Materials (ASTM) E-185-70 (Recommended
Practice for Surveillance Tests for Nuclear Reactor Vessels). Samples of
reactor vessel plate materials are retained and catalogued in case future
engineering development shows the need for further testing.

The material properties surveillance program includes not only the
conventional tensile and impact tests, but also fracture mechanics
specimens. The fracture mechanics specimens are the wedge opening loading
(WOL) type specimens. The observed shifts in NDTT of the core region
materials with irradiation will be used to confirm the calculated limits to
startup and shutdown transients.

To define permissible operating conditions below DTT, a pressure range is
established which is bounded by a lower limit for pump operation and an
upper limit which satisfies reactor vessel stress criteria. To allow for
thermal stresses during heatup or cooldown of the reactor vessel, an
equivalent pressure limit is defined to compensate for thermal stress as a
function of rate of change of coolant temperature. Since the normal
operating temperature of the reactor vessel is well above the maximum
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expected DI-, brittle fracture during normal operation is not considered to
be a credible mode of failure.

Inservice integrity assurance,is afforded by an operational program as
delineated in the Technical Specifications using the capabilities described
in Section 5.2.4.1.

5.2.2 Overpressurization Protection

The RCS is protected against overpressure by protective circuits such as
the high-pressure trip and by relief and safety valves connected to the top
head of the pressurizer. The relief and safety valves discharge into the
pressurizer relief tank which condenses and collects the valve effluent.
The schematic arrangement of the relief devices is shown in Figure 5.1-1,
and the valve design parameters are given in Table 5.4-23. The valves are
further discussed in Section 5.4.13.

The safety valves on the pressurizer are sized to prevent system pressure
from exceeding the design pressure by more than 10%, in accordance with
Section III of the ASME B&PV Code. The capacity of the pressurizer safety
valves is determined from considerations of: (1) the Reactor Protection
System (RPS) and (2) accident or transient conditions which may potentially
cause overpressure.

The combined capacity of the safety valves is equal to or greater than the
maximum surge rate resulting from complete loss of load without a direct
reactor trip or any other control, except that the safety valves on the
secondary p ant are assumed to open when the steam pressure reaches the
secondary plant safety valve setting.

A report on overpressure protection is contained in Westinghouse Topical
Report (WCAP) 7769 and is entitled "Overpressure Protection for
Westinghouse PWRs."

5.2.2.1 Reactor Coolant System Pressure Control During Low Temperature
Operation

The overall approach to eliminating low temperature overpressure transients
incorporates administrative, procedural, and equipment requirements. The
Overpressure Mitigating System (OMS) used at Zion Station uses the
pressurizer power-operated relief valves (PORVs) to prevent inadvertent
operation above the steady-state 1OCFR50. Appendix G limits as a result of
a mass of heat injection transient. This system is also called the Low
Temperature Over-pressure Protection system (LTOP). A manual switch is
used to enable and disable the low setpoint of each PORV. An enabling
alarm which monitors system pressure, the position of the enabling switch,
and the isolation valve upstream of the PORV is provided. The system low
setpoint is enabled at a temperature of 320OF during plant cooldown and is
disabled at the same temperature during plant heatup. See Section 5.4.13
for a discussion on the normal operation of the PORVs.
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5.2.2.1.1 Air Supply to the Power-Operated Relief Valves

The PORVs are spring-loaded-closed, air-required-to-open valves. Air is
supplied by the Instrument Air System. To assure operability of the valves
upon loss of instrument air, a backup air supply is provided. The backup
air supply consists of a seismically qualified passive air accumulator for
each PORV. Each tank contains enough air to assure that it will still
provide the required number of cycles for 10 minutes.

5.2.2.1.2 Design Criteria

The design basis criteria and the design used to meet these criteria are as
follows:

1. Operator Action - "No credit can be taken for operator action for ten
minutes after the operator is aware, through an action alarm, that an
overpressure transient is in progress."

The Zion Station OMS, when manually enabled, is designed to
automatically perform its function for at least 10 minutes after the
operator is aware of the transient through an action alarm.

2. Single Failure - "The system shall be designed to protect the reactor
vessel given a single failure in addition to the failure that
initiated the overpressure transient."

The Zion Station OMS provides complete redundancy and meets the single
failure criterion. One-of-two pneumatically operated PORVs provides
the required relief capacity for the OMS; the second PORV provides
redundant relief capacity. Each OMS channel has an air accumulator
tank that provides a 10-minute backup air supply to operate the PORV
when there is a loss of the primary air supply. Each OMS channel
includes sensors, actuating mechanisms, alarms, and valves to prevent
an RCS overpressure transient. Complete electrical independence and
separation are maintained in both OMS channels.

3. Testability - "The system must be testable on a periodic basis
consistent with the frequency that the system is relied upon for low
temperature overpressure protection."

The OMS is designed to allow testing prior to its use. The system
will be calibrated during each refueling outage and a functional test
will be performed before each use. The functional test excludes
stroking the PORVs.

4. Seismic and IEEE 279 Criteria - "The system should meet both Seismic
Category I and IEEE 279 criteria. The basic objective is that the
system should not be vulnerable to a common failure that would both
initiate a pressure transient and disable the overpressure mitigating
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system. Such events as loss of instrument air and loss of offsite
power must be considered."

The circuitry of each OMS channel is electrically and physically
separated from each other. The seismic design of equipment presently
installed is maintained for the OMS. The OMS has been designed such
that no common mode failure will disable the system.

5. Isolation Valve Alarm - "Provide an alarm that monitors the position
of the pressurizer relief valve isolation valves,'associated with the
low setpoint enabling switch, to assure that the overpressure
mitigating system is properly aligned."

The "Low Temp Overpressurization Protection Not in Service" alarm is
annunci'ated whenever the ROS temperature is below 320°F and both OMS.

.channels are not enabled. The alarm monitors the positions of the
selector switches and the PORV isolation valves to ensure that both
channels are enabled.

5.2.2.1.3 Procedures

Procedures aid in the prevention of low temperature overpressurization
transients resulting from mass (coolant addition) or heat input to the RCS.
The procedures for startup (and-jogging) of a reactor coolant pump.(RCP)-
require that, at RCS temperatures above 1400F, a steam bubble be
established in the pressurizer prior to pump start. Otherwise, the RCS
temperature is heated by decay heat to the temperature required for bubble
formation or the steam generator shell-side temperature is monitored to
assure that it is in equilibrium with the RCS temperature. When starting a
reactor coolant pump, when no reactor coolant pumps are running, the,
temperature in the secondary side of the steam generator in the loop in
which the reactor coolant pump is to be started shall be less than 500 F
higher than the RCS temperature. Also, at least one RCP is operated
throughout a normal cooldown to 140TF to ensure that the steam generator
follows the RCS temperature.

Both Safety Injection (SI).pumps arede-energized by procedure below 320'F
to prevent inadvertent starts. In addition, the discharge valves are
closed and power is removed. Above 320'F, the maximum allowable pressure
by Appendix G is above the shutoff head of the SI pumps. Thus, it is
acceptable to have both SI pumps on line above 3201F. Also, two of the
three charging pumps are tagged out of service immediately following
initiation of the Residual Heat Removal (RHR) System.

5.2.2.1.4 Administrative Controls and TestinQ

Technical Specifications contains the limiting conditions for operation and
the associated surveillance requirements for ensuring low temperature
overpressurization protection.
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5.2.2.1.5 Methodoloqy for the LTOP Enable Temperature

The enable temperature setpoint must be calculated for the largest ,possible
plant heatup rate using the equation. ET = RTNDT + 90°F + delta T. In
order to remain consistent with existing administrative limits and to
minimize impact on existing procedures, a heatup rate of 60°F/hr is
utilized. To further simplify administrative changes and minimize unit
differences in procedures, a single enabling temperature is developed based
on the most conservative (highest) value of RTNDT + 90°F for the two units.
From Table Al of Westinghouse document FDRT-SRPLO-229-92 "Methodology for
Calculation Enable Temperature Set Point for Zion Units 1&2" (at 14 EFPY)
the most limiting value for RTNDT + 90°F is 2960 F. Referring to Table 1 of
the above reference and utilizing a metal temperature at the controlling
location (1/4 T) of 3001F (as a conservative representation for the 2960F
value) a water to metal temperature difference of 150F is obtained. Add
this delta T to the 2960F value for RTNDT + 90 yields an enabling
temperature of 311 0F. In order to provide an easily retained value, the
enabling temperature is rounded up (conservative direction) to 3200 F.

5.2.2.1.6 Methodology for LTOP PORV Setpoint

The requirements for installation of this system in PWRs arose as a result
of numerous overpressure events that occurred, during solid plant
operations. Consistent with current and historical methodology, the
performance of the LTOP system should be evaluated based on the plant
response to two design basis events:

1. The pressure transient resulting from spurious isolation of letdown
(RHR) concurrent with charging flow control failed to full flow (a
single charging pump supplying flow).

2. The pressure transient resulting from the start of a reactor coolant
pump with the steam generator secondary side water at a temperature
50°F higher than the NSSS loop and vessel water.

The setpoint methodology utilizes an LTOP version of the LOFTRAN code to
determine the PORV pressure overshoot (the difference between a setpoint
pressure and peak RCS pressure) during the assumed transients. This
information is then used to determine a maximum setpoint pressure such that
the current steady state Appendix G curve (without random pressure
instrument uncertainties) is not exceeded. In effect, the setpoint plus
the PORV pressure overshoot must not exceed the applicable Appendix G
curve.

There are several input parameters to the LOFTRAN code that may change over
the life of the plant. When it is anticipated that such changes will
occur, the LTOP setpoint analysis should be updated to reflect such
changes. The significant parameters/factors are:
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1. RCS active volume.
2. PORV stroke times.
3. PORV throttling characteristics (Cv).
4. Pressure sensor signal delay times.
5. Steam Generator Type or heat transfer coefficient.
6. Centrifical Charging Pump curve (Head vs. Flow).
7. Fuel Geometry (Core delta-pressure).
8. RCP or RH pump curve (Head vs. Flow).

Instrument uncertainties are excluded in the LTOP Actuation setpoint
determination on the basis that these uncertainty terms are insignificant
when compared to the margin terms included in the ASME Section III Appendix
G methodology. Specifically, the pressure stress is multiplied by a factor
of two (in addition to other conservatisms), resulting in conservative
stress intensity values.

Because the operation of RCPs and RH pumps introduces uni-directional error
in the non-conservative direction for the wide range pressure transmitters
(PT-403 and 405 which sense RCS Hot Leg pressure), error margins are
calculated for the operation of these pumps in various combinations. These
error margins should then be applied to the calculations (either shifting
the Appendix G curve down in pressure by the magnitude of the error, or by
adding the error to the pressure overshoot determined in the LOFTRAN
analysis) to determine a maximum setpoint for the.pump combination
considered.

In order to facilitate timely plant heatup and maintain a broad pressure
band for plant operation, it may be desirable (and is acceptable) to
perform the calculations to support the operation of only one RCP (plus
necessary RH pumps) up to a given temperature where the margin between the
setpoint plus PORV overshoot, and the applicable Appendix G curve, exceeds
the pressure error margin attributable to the operation of two RCPs (plus
required RH pumps). This temperature then represents the minimum required
temperature to start the second RCP. Once two RCPs are operating, the
necessary RCS temperature for drawing a bubble in the pressurizer should be
easily attained. This methodology can be utilized to determine a minimum
required for any given combination of RCP/RH pumps.
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5.2.3 Reactor Coolant Pressure Boundary Materials

5.2.3.1 Material Specifications

Each of the materials used in the RCS is selected for the expected
environment and service conditions. The major component materials are
listed in Table 5.2-3.

No components of the Nuclear Steam Supply System (NSSS) were designed or
fabricated outside of the United States.

Raw material, in the form of rough castings for parts of components, was
procured from foreign suppliers, as follows:

Zion 1
Two steam generator channel heads from Japan Steel

Zion 2
One steam generator channel head from Japan Steel
Two steam generator channel heads from Mitsubishi Steel
Three main coolant pump casings from Japan Steel

For these raw materials, the following procedure was followed:

Suppliers' capabilities were evaluated to ensure that they were able
to manufacture quality materials.

All specifications used in procurement were identical to the
specifications utilized for domestic procurement.

Resident quality assurance coverage was maintained to ensure
compliance with specifications. Documentation of suppliers'
performance and Westinghouse evaluations is available at Westinghouse
offices.

The NDTT of the reactor vessel material opposite the core is established at
a Charpy V-notch test value of 30 ft-lb or greater. The material is tested
to verify conformity to specified requirements and to determine the actual
NDTT value. In addition, this material is 100% volumetrically inspected by
ultrasonic test using both straight beam and angle beam methods.

The methods used to measure the initial NDTT of the reactor vessel base
plate material are given in Appendix 5B. For further information on this
subject, refer to Section 5.3.3.

The remaining material in the reactor vessel, and other RCS components,
meets the appropriate design code requirements and specific component
function.
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5.2.3.2 Compatibility with Reactor Coolant

The phenomena of stress-corrosion cracking and corrosion fatigue are not
generally encountered unless a specific combination of conditions is
present. The necessary conditions are a susceptible alloy, an aggressive
environment, stress, and time.

A characteristic of stress-corrosion is that combinations of alloy and
environment which result in cracking are usually quite specific.
Environments which have been shown to cause stress-corrosion cracking of
stainless steels are free alkalinity in the presence of chlorides,
fluorides, and free oxygen. With regard to the former, experience has
shown that deposition of chemicals on the surface of tubes can occur in a
steam blanketed area within a steam generator. In the presence of this
environment under very specific conditions, stress-corrosion cracking can
occur in stainless steels having the nominal residual stresses resulting-
from normal manufacturing procedures. However, the steam generator
contains Inconel tubes. Testing to investigate the susceptibility of heat
exchanger construction materials to stress-corrosion in caustic and
chloride aqueous solutions has indicated that Inconel alloy has excellent
resistance to general and pitting-type corrosion in severe operating water
conditions. Extensive operating experience with Inconel units has
confirmed this conclusion.

All RCS materials which are exposed to the coolant are corrosion-resistant.
They consist of stainless steels and Inconel, and they are chosen for
specific purposes at various locations within the system for their superior
compatibility with the reactor coolant. The chemical composition of the
reactor coolant is maintained within the specification given in Table 5.2-
4. Reactor coolant chemistry is further discussed in Section 5.1.

The water in the secondary side of the steam generators is held within the
chemistry specifications given in Table 5.2-5 to control deposits and
corrosion inside the steam generators.

5.2.3.2.1 Compatibility with External Insulation

All external insulation of RCS components is compatible with the component
materials. The cylindrical shell exterior, closure flanges, bottom head,
and closure head of the reactor vessel are insulated with stainless steel
metallic reflective insulation. All other external corrosion-resistant
surfaces in the RCS are insulated with stainless steel reflective
insulation.

5.2-11 JUNE 1992



ZION STATION UFSAR

5.2.3.3 Fabrication and Processing of Reactor Coolant Pressure Boundary
Materials

5.2.3.3.1 Quality Assurance of Welds and Welders

Table 5.2-6 summarizes the quality assurance program with regard to
inspections performed on RCS components. In addition to the inspections
shown in Table 5.2-6, the equipment supplier performed tests to confirm the
adequacy of material received, and tests were performed by the material
manufacturer in producing the basic material.

The inspections of the reactor vessel, pressurizer, and steam generators
were governed by ASME Code requirements. The inspection procedures and
acceptance standards required on pipe materials and piping fabrication were
governed by American Standards Association (ASA) B31.1 and Westinghouse
requirements and are equivalent to those performed on ASME-coded vessels.

Procedures for performing the examinations were consistent with those
established in the ASME Code Section III and were reviewed by qualified
engineers. These procedures have been developed to provide the highest
assurance of quality material and fabrication. They consider not only the
size of the flaws, but equally as important, how the material is
fabricated, the orientation and type of possible flaws, and the areas of
most severe service conditions. In addition, the accessible external
surfaces of the primary RCS pressure-containing segments receive a 100%
surface inspection by magnetic particle or liquid penetrant testing after
hydrostatic test (see Table 5.2-6). All reactor vessel plate material was
subjected to angle beam, as well as straight beam, ultrasonic testing to
give maximum assurance of quality. All reactor vessel forgings received
the same inspection. In addition, 100% of the material volume was covered
in these tests as an added assurance over the grid basis required in the
Code.

Quality Control engineers monitored the supplier's work, witnessing key
inspections not only in the supplier's shop, but in the shops of subvendors
of the major forgings and plate material. Normal surveillance included
verification of records of material, physical and chemical properties,
review of radiographs, performance of required tests, and qualification of
supplier personnel.

Section III of the ASME Code requires that nozzles carrying significant
external loads be attached to the shell by full-penetration welds. This
requirement was carried out in the reactor coolant piping, where all
auxiliary pipe connections to the reactor coolant loop were made using
full-penetration welds.

The RCS components were welded under procedures which required the use of
both preheat and postheat. Preheat requirements, not mandatory under Code
rules, were performed on all weldments including P1 and P3 materials which
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are the materials of construction in the reactor vessel, pressurizer, and
steam generators. Preheat and postheat of weldments both served a common
purpose: the production of tough, ductile metallurgical structures in the
completed weldment. Preheating produces tough ductile welds by minimizing
the formation of hard zones whereas postheating achieves this by tempering
any hard zones which may have formed due to rapid cooling.

Those core structural load-bearing components susceptible to severe
sensitization were given special heat treatment at elevated temperatures
(16000 to 1800°F) for an extended period of time and cooled slowly to
ambient temperatures. This allowed the chromium in the steel to migrate
back to the grain boundaries thereby effecting "desensitization" of the
steel. The validity of this approach has been confirmed by Strauss tests
on representative stainless steel samples subjected to similar heat
treatment.

The reactor pressure vessel's bottom head instrument nozzle and the safe-
ends of the pressurizers were modified to eliminate severely sensitized
stainless steel. The bottom head instrument nozzles on Zion were replaced
with Inconel nozzles. The pressurizer safe-ends and welds on the surge,
spray, relief, and safety nozzles were removed. The nozzles were manually
buttered with Inconel 182 (Sb 295) and stress relieved. Type 316 stainless
steel safe-ends were welded back on with Inconel 182 (Sb 295). The new,
unsensitized safe-ends restore the original overall dimensions and have
original weld preps machined on. The cladding and thermal sleeves were
replaced.

Other equipment nozzles of concern (such as reactor vessel coolant nozzles)
have weld overlay safe-ends using minimal quantities of stainless steel.

All stainless steel piping systems are fabricated in accordance with the
specifications in the following paragraph to minimize the occurrence of
sensitized austenitic stainless steel.

All austenitic stainless steel welds contain a controlled amount of
ferrite. The supplier or contractor shall verify the ferrite content of 5%
to 15% in the as-deposited weld metal by making quantitative measurements
on all weld metal pads with the Severin or Magna-gauge. The supplier or
contractor may check also the certified chemical analysis of the electrodes
to be used against the Schaefler diagram (American Welding Society (AWS)
Welding Handbook, Section I, Table 4.17). The Cr, Mo, Si, Cb, Ni, C, and
Mn content, when plotted as chrome and nickel equivalents on the Schaefler
diagram, shall indicate a ferrite content of 5% to 15%. In making the weld
pads, the interpass temperature shall be limited to 3001F maximum. The
procedures for control of, and testing the ferrite content of, weld pads
shall be submitted to the consulting engineers for approval. One certified
copy of all chemical test reports of electrodes and results of quantitative
ferrite tests of weld pads were also submitted to the consulting engineers.
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Nitrogen was added to enhance the strength of the reactor coolant pipe.
The pipe material is seamless, forged, ASTM A376 Type 316. Mechanical
properties were obtained for both room and 6507F temperatures. Yield
strength values at 650°F were required to meet ASME Section III Code Table
N-424. Initially, pipe material of A376 standard chemistry analysis was
found to possess borderline mechanical properties at 6507F. To improve
these properties, controlled nitrogen addition was developed, which evolved
into the ASME Code Case 1423. Westinghouse has applied the Code Case
chemical analysis to pipe but has not as yet applied the higher allowable
design stresses permitted by the Code Case. Also, based on tests performed
on similar material, it is concluded that the nitrogen addition does not
adversely affect the corrosion resistance of this material in the
pressurized water reactor (PWR) coolant environment.

Since nitrogen was added to stainless steel, the statements concerning
nitrogen addition to stainless steel for the purpose of enhancing the
strength of the material and steps taken to avoid gas entrapment at high
points or nonflowing parts have been answered in topical reports. The
first of these reports is referenced in Chapter 4 of the FSAR, and the
second report (WCAP-7735) was submitted during July 1971 (see Reference 1).

The material of the pressurizer nozzle safe-ends is 316L type stainless
steel.

Selected high points and nonflowing locations within the RCS are provided
with vents. Whenever RCS pressure is reduced below the pressure required
to maintain hydrogen in solution, the system is vented prior to heatup.
Also prior to heatup, hydrazine is added to scavenge oxygen from the
system.

5.2.3.3.2 Electroslaq Weld Quality Assurance

The 90-degree elbows used in the reactor coolant loop piping are
electroslag welded. The following efforts were performed for quality
assurance of these components:

1. The electroslag welding procedure employing one-wire technique was
qualified in accordance with the requirements of ASME B&PV Code
Section IX and Code Case 1355 plus supplementary evaluations as
requested by WNES-PWRSD. The following test specimens were removed
from a five-inch-thick weldment and successfully tested. They are:

a. 6 Transverse Tensile Bars - as welded
b. 6 Transverse Tensile Bars - 20507F, H20 Quench
c. 6 Transverse Tensile Bars - 20507F, H20 Quench + 750°F stress

relief heat treatment
d. 6 Transverse Tensile Bars - 20500F, H20 Quench, tested at 650°F
e. 12 Guided Side Bend Test Bars
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2. The casting segments were surface-conditioned for 100% radiographic
and penetrant inspections. The acceptance standards were ASTM E-186
severity level 2, except no category D or E defectiveness was
permitted, and USA Standard (USAS) Code Case N-10, respectively.

3. The edges of the electroslag weld preparations were machined. These
surfaces were penetrant-inspected prior to welding. The acceptance
standards were USAS Code Case N-10.

4-. The completed electroslag weld surfaces were ground flush with the
casting surface. Then, the electroslag weld and adjacent base
material were 100%, radiographed in accordance with ASME Code Case
1355. Also, the electroslag weld surfaces and adjacent base material
were penetrant inspected in accordance with USAS Code Case N-10.

5. Weld metal and base metal chemical and physical analysis were
determined and certified.

6. Heat treatment furnace charts were recorded and certified.

Reactor coolant pump casings fabricated by electroslag welding were
qualified as follows:

1. The electroslag welding procedure employing two- and three-wire
technique was qualified in accordance with the requirements of the
ASME B&PV Code Section IX and Code Case 1355 plus supplementary
evaluations as requested by WNES-PWRSD. The following test specimens
were removed from an 8-inch-thick and from a 12-inch-thick weldment
and successfully tested for both the two-wire and the three-wire
techniques, respectively. They are:

a. Two-wire electroslag process - 8-inch-thick weldment.

* 6 Transverse Tensile Bars - 750°F post weld stress relief
* 12 Guided Side Bend Test Bars

b. Three-wire electroslag process - 12-inch-thick weldment

* 6 Transverse Tensile Bars - 750°F post weld stress relief
* 17 Guided Side Bend Test Bars
• 21 Charpy V-Notch Specimens
* Full section macroexamination of weld and heat-affected zone
a Numerous microscopic examinations of specimens removed from

the weld and heat-affected zone regions.
0 Hardness survey across weld and heat-affected zone.
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2. A separate weld test was made using the two-wire electroslag technique
to evaluate the effects of a stop and restart of welding by this
process. This evaluation was performed to establish proper procedures
and techniques as such an occurrence was anticipated during production
applications due to equipment malfunction, power outages, etc. The
following test specimens were removed from an eight-inch thick
weldment in the stop-restart-repaired region and successfully tested.
They are:

" Two Transverse Tensile Bars - as welded
" Four Guided Side Bend Test Bars
* Full section macroexamination of weld and heat-affected

zone.

3. All of the weld test blocks above were radiographed using a 24-Mev
Betatron. The radiographic quality level as defined by ASTM E-94
obtained was between 1/2% to 1%. There were no discontinuities
evident in any of the electroslag welds.

a. The casting segments were surface-conditioned for 100%
radiographic and penetrant inspections. The radiographic
acceptance standards were ASTM E-186 severity level 2, except no
category D or E defectiveness was permitted, for section
thickness up to 41/2 inches and ASTM E-280 severity level 2 for
section thicknesses greater than 41/2 inches. The penetrant
acceptance standards were ASME B&PV Code Section III, paragraph
N-627.

b. The edges of the electroslag weld preparations were machined.
These surfaces were penetrant-inspected prior to welding. The
acceptance standards were ASME B&PV Code Section III, paragraph
N-627.

c. The completed electroslag weld surfaces were ground flush with
the casting surface. Then, the electroslag weld and adjacent
base material were 100% radiographed in accordance with ASME Code
Case 1355. Also, the electroslag weld surfaces and adjacent base
material were penetrant-inspected in accordance with ASME B&PV
Code Section III, paragraph N-627.

d. Weld metal and base metal chemical and physical analyses were
determined and certified.

e. Heat treatment furnace charts were recorded and certified.
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5.2.3.3.3 In-Process Control of Variables

There are many variables that must be controlled in order to maintain
desired quality welds. These, together with an explanation of their
relative importance are as follows:

Heat Input vs Output-

The heat input is determined by the product of volts times current and they
are measured by voltmeters and ammeters which are considered accurate, as
they are calibrated every 30 days. During any specific weld, these meters
are constantly monitored by the operators.

The ranges specified are 500 to 620 amperes and 44 to 50 volts. The
amperage variation, even though it is less than ASME allows by Code Case
1355, is necessary for several reasons:

1. The thickness of the weld is in most cases the reason for changes.

2. The weld gap variation during the weld cycle will also require
changes. For example, the procedure qualifications-provide for
welding thicknesses from 5 to 11 inches with two wires. The current
and voltage are varied to accommodate this range.

3. Also, the weld gap is controlled by spacer blocks. These blocks must
be removed as the weld progresses. Each time a spacer block is
removed there is the chance of the weld pinching down to as much as 1
inch or opening to perhaps as much as 11/2 inches. In either case, a
change in current may be necessary.

4. The heat output is controlled by the heat sink of the section
thickness and metered water flow through the water cooled shoes. The
nominal temperature of the discharged water is 1000F.

Weld Gap Configuration-

As previously mentioned, the weld gap configuration is controlled by 11/4
inch spacer blocks. As these blocks are removed, there is the possibility
of gap variation. It has been found that a variation from 1 to 13/4 inches
is not detrimental to weld quality as long as the current is adjusted
accordingly.

Flux Chemistry-

The flux used for welding is Arcos BV-i Vertomax. This is a neutral flux
whose chemistry is specified by Arcos Corporation. The molten slag is kept
at a nominal depth of 13/4 inches and may vary in depth by plus or minus
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Table 5.2-6 summarizes the quality assurance program for all RCS
components. In this table, all of the nondestructive tests and inspections
which are required by Westinghouse specifications on RCS components and
materials are specified for each component. All tests required by the
applicable codes are included in this table. Westinghouse requirements.
which are more stringent in some areas than those requirements specified in
the applicable codes, are also included. The fabrication and quality
control techniques Used in the fabrication of the RCS were equivalent to
those used for the reactor vessel. Additional details regarding reactor
cooling loop piping and pump casing electroslag welds are provided in
Section 5.2.3.3.2.

Westinghouse requires as part of its reactor vessel specification that
certain special tests, which are not specified by the applicable codes, be
performed. These tests are listed in the following subsections.

5.2.4.1.1.1 Ultrasonic Testing

During fabrication, Westinghouse requires that a 100% volumetric ultrasonic
test of the reactor vessel plate for shear wave be performed in addition to
code requirements. This 100% volumetric ultrasonic test is a severe
requirement, but it assures that the plate is of the highest quality.

5.2.4.1.2 Inservice Inspection Capability

The Inservice Inspection Program for ASME Class 1, 2, and 3 components is
delineated in UFSAR Section 16.3. The ASME B&PV Code, Section XI, is used
to determine inservic-e inspection requirements to the maximum extent
possible as required by 1OCFR50.55a(g). Details of exceptions from the
Code and alternative examinations to ensure structural integrity are
updated as necessary in accordance with 1OCFR50.55a(g)(5) and (6).

The initial inspections and tests were performed by manufacturers and
suppliers in accordance with the applicable code in effect at the time.
These tests and inspections, along with the preoperational test program.
will form the basis for reference data.

Provisions have been made in the design and arrangement of the RCS.
engineered safety features (ESF) systems, and certain associated auxiliary
systems to allow access for inservice inspection, to the degree required by
the code in effect at the time of design and construction.

With regard to the RCS Components, the layout of the equipment and support
structures is designed to permit access to the areas for examination during
a plant shutdown. Access implies abil-ity to visually examine surfaces and
perform other required examinations.

The accessibility to the external surfaces is possible by the use of
removable sections of metallic reflective thermal insulation, which is
being provided for all equipment and piping within the Containment
structure which require insulation.
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5.2.4.1.2 Inservice Inspection Capability

The Inservice Inspection Program for ASME Class 1, 2, and 3 components is
delineated in the Zion Technical Specifications Section 4.3.4. The ASME
B&PV Code, Section XI, is used to determine inservice inspection
requirements to the maximum extent possible as required by 1OCFR5O.55a(g).
Details of exceptions from the Code and alternative examinations to ensure
structural integrity are updated as necessary in accordance with
1OCFR50.55a(g)(5) and (6).

The initial inspections and tests were performed by manufacturers and
suppliers in accordance with the applicable code in effect at the time.
These tests and inspections, along with the preoperational test program,
will form the basis for reference data.

Provisions have been made in the design and arrangement of the RCS,
engineered safety features (ESF) systems, and certain associated auxiliary
systems to allow access for inservice inspection, to the degree required by
the code in effect at the time of design and construction.

With regard to the RCS Components, the layout of the equipment and support
structures is designed to permit access to the areas for examination during
a plant shutdown. Access implies ability to visually examine surfaces and
perform other required examinations.

The accessibility to the external surfaces is possible by the use of
removable sections of metallic reflective thermal insulation, which is
being provided for all equipment and piping within the Containment
structure which require insulation.

Design of this insulation is such that not only will weld areas be
available but also general access to reactor coolant piping surfaces and
critical safety system piping surfaces will be available.

All critical vessels, pumps, and valves which are located outside of the
Containment structure are easily accessible for visual and volumetric
examinations.

Inspection techniques identified in ASME Section XI will be utilized where
possible. Where new inspection techniques are developed, which would
extend existing capabilities, these techniques will be incorporated in the
inspection programs where possible.

In general, the scope of baseline inspections was that required by ASME
Section XI 1971 to the Summer 1971 Addenda, to the extent that the design
of the plant, state of nondestructive testing technology, and access to
areas to be inspected would allow.
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The Zion Unit 1 and 2 reactor vessel baseline inspections were performed
utilizing a remotely operated tool manufactured by Westinghouse. Manual
ultrasonic inspections were performed on Unit I vessel nozzle welds,
safe-end welds, and safe-ends to reactor coolant pipe welds.

Westinghouse developed the tool which inspects vessels of various sizes'and
satisfies the reactor vessel requirements of Section XI of the ASME Code.
The tool is capable of performing remote, submerged inspections of the
circumferential, longitudinal, and nozzle welds. This tool can also
inspect the ligaments between the threaded flange holes and safe-end welds.

With regards to Steam Generator Eddy Current tube testing, as of
November 5, 1984 Code Case N-401 may be used. This code case describes the
use of digitized collection and storage of eddy current test data, rather
than using strip chart recording (see Reference 2).

5.2.5 Detection of Leakaqe Throuqh Reactor Coolant Pressure Boundary

5.2.5.1 General

Reactor coolant identified leakage is conservatively set at 10 gpm maximum.
The basis for the 10 gpm identified source leakage limit in Technical
Specifications is a summation of potential reactor coolant pump leakage
past the Number 3 seal and leakage from various valve 2packings from valves
in accessible locations. The 10 gpm limit contains allowances for seal
degradation on the reactor coolant pumps. Normal makeup and letdown flows
from the RCS are 55 gpm and 75 gpm respectively, so that ratios of the
leakage limit to the normal makeup and letdown flows are 0.182 and 0.133
respectively. Based on maximum makeup and letdown flows, the ratios are
0.100 and 0.083, respectively.

Reactor coolant unidentified leakage is conservatively set at one gpm. The
I basis for the one gpm unidentified leakage in Technical Specifications was

adopted because the leak source may increase with time or coolant may
adversely affect critical components.

The one gpm value was chosen as being conservatively consistent with
detectability, plant availability, and good maintenance practices.

Operational experience from other PWRs shows that normal coolant leakage is
about 0.5 gpm, average, with a measured range of about 0.2 to 0.9 gpm over
a six-month period.

Leakage sources are not known in detail, but leakage is assumed to
originate from valve packing and pump seals inside the Containment. This
leakage collects in the containment sump by way of the containment floor
drains and fan coolers.

These levels of leakage represent operation of PWRs similar in concept, but
not in size, to Zion. Furthermore, the PWRs surveyed did not have reactor
coolant loop stop valves. No major degradation of reactor coolant pump
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5.2.5 Detection of Leakage Through Reactor Coolant Pressure Boundary

5.2.5.1 General

Reactor coolant identified leakage is conservatively set at 10 gpm maximum.
The basis for the 10 gpm identified source leakage limit in Section 3.3.3
of the Technical Specifications is a summation of potential reactor coolant
pump leakage past the Number 3 seal and leakage from various valve
2packings from valves in accessible locations. The 10 gpm limit contains
allowances for seal degradation on the reactor coolant pumps. Normal
makeup and letdown flows from the RCS are 55 gpm and 75 gpm respectively,
so that ratios of the leakage limit to the normal makeup and letdown flows
are 0.182 and 0.133 respectively. Based on maximum makeup and letdown
flows, the ratios are 0.100 and 0.083, respectively.

Reactor coolant unidentified leakage is conservatively set at one gpm. The
basis for the one gpm unidentified leakage in Section 3.3.3 of the
Technical Specifications was adopted because the leak source may increase
with time or coolant may adversely affect critical components.

The one gpm value was chosen as being conservatively consistent with
detectability, plant availability, and good maintenance practices.

Operational experience from other PWRs shows that normal coolant leakage is
about 0.5 gpm, average, with a measured range of about 0.2 to 0.9 gpm over
a six-month period.

Leakage sources are not known in detail, but leakage is assumed to
originate from valve packing and pump seals inside the Containment. This
leakage collects in the containment sump by way of the containment floor
drains and fan coolers.

These levels of leakage represent operation of PWRs similar in concept, but
not in size, to Zion. Furthermore, the PWRs surveyed did not have reactor
coolant loop stop valves. No major degradation of reactor coolant pump
seals had been experienced during the period considered. For these
reasons, the leakage rates noted above cannot be considered representative
of long-term operation of Zion Station.

Positive indications of leakage of coolant from the RCS to the Containment
are provided by the following:

1. Leakage through the head-to-vessel closure joint will result in a flow
to the leak-off provided between the double gaskets of the closure
joint which will show up as a high temperature in this line.

2. Any leakage will cause an increase in the amount of makeup water
required to maintain a normal level in the pressurizer.
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3. The most sensitive indication of RCS leakage is the Containment Air
Monitoring System. Experience at Dresden has shown that the
particulate activity in the atmosphere responds very rapidly to
increased leakage. Systems are provided to monitor particulate and
gaseous activity from the areas enclosing the RCS components so that
any leakage from them will be easily detected.

4. A reactor vessel leakage detection system which samples air from
around the reactor vessel and compares the activity to a reference
activity level in the Containment. The alarm level is a constant
value derived from the ratio of the average to the detected activity
levels.

5. Relative humidity sensors are provided at the inlet to three of the
reactor containment fan cooler intakes. Low-level signals from the
relative humidity sensors are transmitted to relative humidity
transmitter/indicators mounted on local panels outside of the Reactor
Containment. The transmitters, in turn, transmit electrical signals
to indicators on the main control boards. Readout is in percent
relative humidity.

The relative humidity meters indicate potential leakage within the
Containment at various points in the Containment. The Containment
relative humidity indication is used in conjunction with the other
leakage detection systems described within this section and is
intended to provide verification of a potential leak within the
Containment.

6. Other methods of detecting leakage in the Containment are containment
pressure, temperature, and the containment sump water level.
Primary-to-secondary system leakage will be detected by the air
ejector and steam generator blowdown monitors as well as by chemical
analyses of secondary water samples. Pressurizer relief tank (PRT)
level and reactor coolant drain tank (RCDT) level can also be used to
detect leakage from the RCS.

The pressurizer level, Chemical and Volume Control System, and containment
instrumentation have indications and/or alarms in the Control Room to
monitor and warn the operator to any deviation from normal conditions and
can also be used to assist the operator in determining if a leak is
occurring. An alarm in the Control Room is also provided for the reactor
vessel head to closure joint leakage temperature instrumentation.
Resistance temperature detectors (RTDs) are installed on the discharge pipe
downstream of the reactor vessel head vent solenoid valves to provide
annunciation indication of valve actuation or leakage past these valves.

The containment radiation monitoring channels alarm in the Control Room
when the activity exceeds a preset level. When the containment radiation
alarm sounds, the operator can have a technician obtain samples of air
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through filter paper from various areas of the Containment. Four sample
lines are installed so that this can be done. These samples will be
counted in a beta counter in the Counting Room. The area having the
highest air activity level will indicate the approximate location of the
leak so that a search can be made in a limited area.

The air particulate monitor filter paper will be replaced periodically and
will be counted in a sensitive beta counter in the Counting Room. An
average air activity for the period is calculated and recorded so that
minor variations in air activity can be discovered and'evaluated.

The isotope response curves for these monitors represent the various
sensitivities of each detector assembly in relation to the indicated
isotopes. These curves are the result of detailed tests performed by the
manufacturer, which allows the operator-of the radiation monitoring system
to determine the relative activity level of various isotopes within the
environment being monitored.

The detector sensitivity is tested, in accordance with manufacturer's test
procedures, by calibrating the detector to find the proper operating
voltage. A count rate versus voltage curve is made upon initial
installation of equipment, utilizing a check source, which serves as a
reference for future adjustment. After an extended period of operation,
the detector check source is used to compare the operating voltage to the
reference count rate obtained earlier. If the count rates differ by more
than 15%, the voltage is readjusted. If the change in voltage is greater
than 50 Vdc, the detector tube is replaced.

During the initial period of operation, radiation monitoring equipment
setpoints are set one decade above the minimum sensitivity of the
instrument. The typical particulate instrument response time for a ten-
fold increase in activity level is approximately eight hours. This means
that if, for example, the activity level was a constant 10"11 pCi/cc and was
increased as a step change to 10"1 pCi/cc, the instrument would require
eight hours to reach an equilibrium indicated level of 10-10 pCi/cc. The
indicated level would be increasing during this eight-hour period. The
equivalent response time for gaseous monitors is much faster and is on the
order of minutes.

In addition, the installed sample lines can be sampled on a regular basis
and analyzed to help define variations in airborne activity found in the
daily 24-hour composite from the continuous monitor.

Once a leakage rate is reached which requires action and entry of the
Containment, the locationof the leak will be determined by sampling and
visual means. Past experience has indicated that if smears of suspect
areas are made and analyzed for radioactivity, it is possible to locate
leaks even after the plant is shut down and depressurized.
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The leak detection provisions outlined here can detect small leaks from the
reactor coolant and associated systems and warn the plant operator in
sufficient time to determine the necessary course of action to be followed
to maintain the plant in a safe condition.

A more detailed discussion of the radiation monitoring equipment used for

leak detection purposes can be found in Chapter 11.

5.2.5.2 Design Basis

1. Potential leakage sources from primary systems are minimized due to
the fact that nearly all of the systems are welded, radiographically
examined, hydrostatically tested, and installed and inspected with
extreme care. During the preoperational primary system hydrostatic
tests, all known sources of abnormal leakage were eliminated, with
particular attention being paid to welds, valve stems, reactor coolant
pump seals, the reactor vessel head to vessel closure flange, and
steam generator tubes. All critical areas of the primary systems can
be made accessible for visual inspection during plant shutdown.
Visual inspection thus provided a valuable means of leakage detection
during the preoperational testing and, as required, for
postoperational inspections.

2. Supplemental leakage detection provisions, where necessary, are
sufficiently sensitive so that any increase in leakage rates can be
detected while the total leakage rate is still below a value
consistent with continued safe operation of the plant.

3. Where supplemental leakage detection provisions are considered

necessary, the following types of detection methods are employed:

a. Radiation monitors;

b. System process instrumentation;

c. Area sampling systems;

d. Relative humidity monitors; and

e. Flow sumps (instrumented).

4. Following a loss-of-coolant accident (LOCA), leakage detection
provisions in systems required for postaccident cooling meet the
following criteria:

a. The time required for detection of the maximum credible leakage,
isolation of the affected system, and transferring the cooling
function to the redundant system shall not result in flooding of
pump motors.
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b. Leakage from cooling systems carrying radioactive fluids prior to
isolation shall not result in radiation dose values exceeding the
guide limits of 1OCFRIO0 at the site boundary when considered in
conjunction with the calculated doses from the LOCA.

5.2.5.3 Residual Heat Removal System Leakage

Separate equipment rooms are provided for each individual RHR pump and heat
exchanger. The pump rooms each have a drain collection box which drains to
a common sump equipped with two 100 gpm sump pumps. A single sump pump can
more than adequately handle the flow which would result from the largest
credible leak, failure of the pump seal. The sump capacity is 2530 gallons
and is based on the maximum time required to detect and isolate the leak.

As further insurance against the effect of leakage, the pump motor base is
located 38 inches off the floor. In the unlikely event that both sump
pumps failed, 496,000 gallons could be accumulated on the floor at El 542'
before flooding of the motors could occur. This exceeds the combined
volume of the primary loop and the refueling water storage tank (RWST).

Supplemental radiation monitors are provided in the ventilation discharge
from each pump and heat exchanger room as a backup to the sump level alarm.
Particulate monitors continuously sample each of the pump rooms and heat
exchanger rooms. A passive gas monitor will sequentially sample all the
pump and heat exchanger rooms on a continuous basis. These monitors have a
sensitivity of 5 x 106 uCi/cc for radionoble gas and a 10-10 Ci/cc for
radioparticulates.

The RHR heat exchangers are also located in separate rooms. Each room is
provided with a leak detection sump which will handle up to 125 gpm and
drains to the auxiliary building floor drain analysis tank. These sumps
are designed in such a manner that the minimum detectable leak rate is
adjustable between zero and two gpm. The time to detect a leak is given in
Table 5.2-7.

Supplemental radiation monitors are provided in the ventilation discharge
from each heat exchanger room and are part of the same system used to
monitor the pump rooms.

In the unlikely event of leakage in other parts of the system, outside of
the separate rooms in the Auxiliary Building, any leakage will be detected
by means of process instrumentation in each RHR loop. A separate monitor
having particulate and iodine channels is provided for the Class I pipe
tunnel. In addition, the Class I pipe tunnel is included in the passive
gas monitoring system described above for the pump and heat exchanger
rooms.
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If the radiation monitor for Class I pipe tunnels exceeds the alarm limit,
the dampers in the number two section of the ventilation system will align
to circulate the exhaust air through charcoal filters.

Offsite doses to the thyroid and whole body, resulting from leakage in the
RHR system (outside of Containment during recirculation), will be
determined by the methodology given in the Offsite Dose Calculation Manual
(ODCM). Source terms for recirculation leakage and resultant offsite doses
are addressed in Chapter 15. Without considering the charcoal filters, a
50 gpm leak for 30 minutes would contribute 3.6 rem to the thyroid dose at
the site boundary.

Isolation valves are located in such a manner as to allow complete
isolation of one RHR loop while the other loop remains in service.
Motor-operated valves are located in the system in such a manner as to
allow rapid isolation of any desired section of the system. Operating
instructions direct the operator in the proper operation of isolation
valves to minimize the time required to isolate any portion of the system.
Permanently installed flow and pressure instrumentation can also assist the
operator in determining if excessive leakage exists within the system.
Other leakage detection provisions for portions of the system inside the
Containment are discussed in Sections 5.2.5.1 and 5.2.5.2.

5.2.6 References, Section 5.2

1. WCAP-7735. "Topical Report - Sensitized Stainless Steel in
Westinghouse Nuclear Steam Supply System," W.S. Hazelton, July 1971,
(WNES Proprietary Class 3).

2. Letter dated 11-5-84 from S. A. Varga of NRC to D. L. Farrar of CECo.

3. WCAP-10529 Rev. 1, "Cold Overpressure Mitigating System", November
1985.

4. Westinghouse Letter CWE-93-181, "Commonwealth Edison Company Zion
Units 1&2 Evaluation of COMS Analysis". October 4, 1993.
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TABLE 5.2-1 (1 of 2)

REACTOR COOLANT SYSTEM - CODE REQUIREMENTS

Component Codes Addenda and Code Cases
Unit 1 Unit 2

Reactor Vessel ASME III* CLASS A. 1965 ed thru Summer
1966 Addenda, Code Cases
1332-4, 1335-2, 1338-4,
1358-1, 1359-1

FL-1965 ed thru Summer
1966 Addenda

Same as Unit 1

FL-1965 ed, No
Addenda

PL-1968 ed thru
PL-same as Unit 1

Control Rod Drive Mechanism
Housings

ASME III* CLASS A

Winter 1969 Addenda

Steam Generators

Tube Side ASME III* CLASS A 1965 ed thru Summer
1967 Addenda
Code Case N-401

Same as Unit I

Shell Side***

Reactor Coolant Pump Casing

ASME III* CLASS C

No Code (Design per
ASME III Article 4)

ASME III* CLASS A

ASME III* CLASS C

1968 ed

Pressurizer 1965 ed thru Summer
1967 Addenda

1968 ed thru Winter
1968 Addenda

Same as Unit 1

Same as Unit I

Same as-Unit IPressurizer Relief Tank
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TABLE 5.2-1 (2 of 2)

REACTOR COOLANT SYSTEM - CODE REQUIREMENTS (continued)

Component Codes Addenda and Code Cases
Unit 1 Unit 2

1968 ed Same as Unit 1

Code Cases N7 and N10 Same as Unit 1

Pressurizer Safety Valves

Reactor Coolant Main Loop
Piping and Fittings

Loop Isolation Valves

Other Valves

Reactor Coolant Branch
Line Piping

ASME III*

USAS B31.1**

ASME III CLASS A

ANSI B16.5
MSS SP-66

USAS B31.1

1965 ed thru Winter
1968 Addenda

Code Case N7

Same as Unit 1

Same as Unit I

* ASME Boiler and Pressure Vessel Code, Section III, Nuclear Vessels.

** USAS B31.1 Code for Pressure Piping, 1955 edition.

*** The shell side of the steam generator conforms to the requirements for Class A vessels and is so stamped as
permitted under the rules of Section III.

** USAS B31.1 code for Pressure Piping 1967 Edition.
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TABLE 5.2-2 (1 of 2)

DESIGN THERMAL AND LOADING CYCLES

1. Heatup at 100°F/hr (including loop isolations)

Cooldown at 100°F/hr (including loop isolations)
(Pressurizer 200°F/hr)

2. Unit Loading at 5% of full power/min

Unit Unloading at 5% of full power/min

3. Step Load Increase of 10% of full power
Step Load Decrease of 10% of full power

4. 50% Step Decrease in Load (with steam dump)

5. Loss of Load (without immediate turbine or reactor trip)

6. Loss of Power (blackout with natural circulation in
Reactor Coolant System)

7. Loss of Flow (partial loss of flow one pump only)

8. Reactor Trip From Full Power

9. Turbine Roll Test

10. Hydrostatic Test Conditions

a. Primary Side Hydrostatic Test Before Initial
Startup at 3107 psig

b. Secondary Side Hydrostatic Test Before Initial

Startup

11. Primary Side Leak Test

12. Accident Conditions

a. Reactor Coolant Pipe Break

b. Steam Pipe Break

c. Steam Generator Tube Rupture

Design Cycles*

200

200

18,300

18,300

2000
2000

200

80

40

80

400

10

5

5

50

1

1

1
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TABLE 5.2-2 (2 of 2)

DESIGN THERMAL AND LOADING CYCLES

13. Steady-state fluctuations - the reactor coolant average temperature, for
purpose of design is assumed to increase and decrease a maximum of 60F in one
minute. The temperature changes are assumed to be around the programmed value
of Tavg, Tavg ± 3°F. The corresponding reactor coolant average pressure is
assumed to vary accordingly and thus bewithin 2200 and 2300 psia or 2250 + 50
psia.

NOTE

ASME case conditions are not provided for by the code in effect, but the
following categorization can be made in the itemized listing above:

Normal condition

Upset condition

Test condition

Faulted condition

Items 1 through 4, 13

Items 5 through 8

Item 9 through 11

Items 12a, b, c,

* 1. Estimated for equipment design purposes (40-year life) and not intended to be
an accurate representation of actual transients or to reflect actual operating
experience.

2. The associated temperature and pressure transients represents an envelope with
margin in the number of cycles. As an example, consider reactor trip for
which 400 design cycles are considered. One cycle of this transient would
represent any operational occurrence which would result in a reactor trip.
Thus the reactor trip represents an envelope design approach to various
operational occurrences. The same approach applies to the other design
transients listed.
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TABLE 5.2-3 (1 of 3)

MATERIALS OF CONSTRUCTION OF THE REACTOR
COOLANT SYSTEM COMPONENTS

Component Section Material s

Reactor Vessel Pressure Plate

Pressure Forgings
Cladding, Stainless
Stainless Weld Rod

O-Ring Head Seals
CRDM Housings
Lower Tube
Studs
Instrumentation Nozzles
Insulation

ASTM A-533 Grade B
Class 1

ASTM A508 Class 2
Type 304 or equivalent
Type 308, 309, or Type
312
Inconel - 718
SA-182 Type 304
SB-167
SA-540 Grade B-23
Inconel SB 167
Stainless Steel

ASTM A-533 Grade A
Class 1
ASTM A-508 Class 2
Type 304 or equivalent
Type 304, Type 308L,

Inconel
Inconel - 600
ASTM A-216 Grade WCC

Steam Generator Pressure Plate

Pressure Forgings
Cladding for Heads, Stainless
Stainless Weld Rod
or Type 309

Cladding for Tube Sheets
Tubes
Channel Head Castings
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TABLE 5.2-3 (2 of 3)

MATERIALS OF CONSTRUCTION OF THE REACTOR
COOLANT SYSTEM COMPONENTS

Component

Pressurizer

Section

Shell

Heads

Support Skirt
Nozzle Weld Ends
Inst. Tube Coupling
Cladding, Stainless

Nozzle Forgings

Internal Plate
Inst. Tubing
Heater Well Tubing

Heater Well Adaptor

Materials

Unit I
SA-533 Grade A
(Class 1)

SA-216 Grade WCC

SA-516 Grade 70
SA-182 F316
SA-182 F316
Type 304 or
equivalent

SA-240 Type 304
SA-213 Type 304
SA-213 Type 316
Seamless
SA-182 F316

ASTM A-285 Grade C
ASTM A-285 Grade C

Unit 2
SA-533
(Class

SA-513
(Class

Grade A
2)

Grade A
2)

SA-516 Grade 10
SA-182 F316
SA-182 F316
Type 304 or
equivalent
SA-508 Class 2
Mn-Mo
SA-240 Type 304
SA-213 Type 304
SA-213 Type 316
Seamless
SA-182 F316

Pressurizer Relief Tank Shell
Heads
Internal Coating Amercoat 55

Pipe Pipes
Fittings
Nozzles

ASTM A-376
ASTM A-351
ASTM A-182

Type 316
Grade CF8M
Grade F316
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TABLE 5.2-3 (3 of 3)

MATERIALS OF CONSTRUCTION OF THE REACTOR
COOLANT SYSTEM COMPONENTS

Component

Pump

Section

Shaft
Impeller
Casing

Pressure Containing Parts

Material s

ASTM A-182 Grade F347
ASTM A-351 Grade CF8
ASTM A-351 Grade CF8

ASTM A-351 Grade CF8MVal ves
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Electrical Conductivity

TABLE 5.2-4

REACTOR COOLANT WATER CHEMISTRY SPECIFICATION

Determined by the concentration
of boric acid and alkali
present. Expected range is
< 1 to 40 AMhos/cm at 250C.

Determined by the concentration
of boric acid and alkali present.
Expected values range between 4.2
(high boric acid concentration)
to 10.5 (low boric acid concentration)
at 25'C.

Solution pH

Oxygen, ppm, max.

Chloride, ppm, max

Fluoride, ppm, max.

Hydrogen, cc (STP)/kg H20

Total Suspended Solids. ppm, max.

pH Control Agent (Li 7 OHH2O)

0.10

0.15

0.15

25-35

1.0

0.3 x 10- 4 to 4.6 x 10-4 molal
(equivalent to 0.22 to 3.2 ppm Li7)

Boric Acid as ppm B Variable from 0 to -4000

0
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TABLE 5.2-4

REACTOR COOLANT WATER CHEMISTRY SPECIFICATION

Determined by the concentration
of boric acid and alkali
present. Expected range is
< 1 to 40 pMhos/cm at 250C.

Determined by the concentration
of boric acid and alkali present.
Expected values range between 4.2
(high boric acid concentration)
to 10.5.(low boric acid concentration)
at 25°C.

Electrical Conductivity

Solution pH

Oxygen, ppm, max.

Chloride, ppm, max

Fluoride, ppm, max.

Hydrogen, cc (STP)/kg H20

Total Suspended Solids. ppm, max.

0.10

0.15

0.15

25-35

1.0

pH Control Agent (Li7 OH)

Boric Acid as ppm B

0.3 x 10-4 to 3.2 x 10-4 molal
(equivalent to 0.22 to 2.2 ppm Li7)

Variable from 0 to -4000
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TABLE 5.'2-5

STEAM GENERATOR WATER (STEAM SIDE) CHEMISTRY SPECIFICATION

Reactor Reactor Hot Standby/ Cold
Power > 40% Power _ 40% Hot Shutdown Shutdown

pH > 9.0 > 9.0 > 9.0 9.8-10.5

Cation Conductivity < 0.8 < 2 < 2

(pmho/cm)

Sodium (ppb) *< 20 < 100 < 100 < 1000

Chloride (ppb) < 20 < 100 < 100 < 1000

Sulfate (ppb) < 20 < 100 < 100 < 1000

Dissolved oxygen < 5
(ppb)

Hydrazine (ppm) 75 - 200
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TABLE 5.2-6 (1 of 3)

REACTOR COOLANT SYSTEM
QUALITY ASSURANCE PROGRAM

(DURING CONSTRUCTION)

Component RT* UT* PT* MT* ET*

1. Steam Generator
1.1 Tube Sheet

1.1.1 Forging yes yes
1.1.2 Cladding yes` yes"

1.2 Channel Head
1.2.1 Casting yes yes
1.2.2 Cladding yes

1.3 Secondary Shell & Head
1.3.1 Plates yes

1.4 Tubes yes yes
1.5 Nozzles (forgings) yes yes
1.6 Weldments

1.6.1 Shell, longitudinal yes yes
1.6.2 Shell, circumferential yes yes
1.6.3 Cladding (Channel Head-

Tube Sheet joint cladding
restoration) yes

1.6.4 Steam and Feedwater
Nozzle to shell yes yes

1.6.5 Support brackets yes
1.6.6 Tube to tube sheet yes
1.6.7 Instrument connections

(primary and secondary) yes
1.6.8 Temporary attachments

after removal yes
1.6.9 After hydrostatic test

(all welds and complete
channel head - where
accessible) yes

1.6.10 Nozzle safe ends yes yes
(weld deposit)

2. Pressurizer
2.1 Heads

2.1.1 Casting yes yes
2.1.2 Cladding yes

2.2 Shell
2.2.1 Plates yes yes
2.2.2 Cladding yes

2.3 Heaters
2.3.1 Tubing(++++. yes yes
2 3.2 Centering of element yes

2.4 Nozzle yes yes
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TABLE 5.2-6(2 of 3)

REACTOR COOLANT SYSTEM
QUALITY ASSURANCE PROGRAM

(DURING CONSTRUCTION)

Component

2.5 Weldments
2.5.1 Shell, longitudInal
2.5.2 Shell, circumferential
2.5.3 Cladding
2.5.4 Nozzle Safe End

(forging)
2.5.5 Instrument Connections
2.5.6 Support Skirt
2.5.7 Temporary Attachments

after removal
2.5.8 All welds and cast heads

after hydrostatic test
2.6 Final Assembly

2.6.1 All accessible surfaces
after hydrostatic test

3. Piping
3.1 Fittings and Pipe (Castings)
3.2 Fittings and Pipe (Forgings)
3.3 Weldments

3.3.1 Circumferential
3.3.2 Nozzle to runpipe

(No RT for nozzles less
than 4 inches)

3.3.3 Instrument connections

4. Pumps
4.1 Castings
4.2 Forgings

4.2.1 Main Shaft
4.2.2 Main Studs
4.2.3 Flywheel (Rolled Plate)

4.3 Weldments
4.3.1 Circumferential
4.3.2 Instrument connections

5. Reactor vessel
5.1 Forgings

5.1.1 Flanges
5.1.2 Studs
5.1.3 Hehd Adapters
5.1.4 Head Adapter Tube
5.1.5 Instrumentation Tube

RT*

yes
yes

yes

UT* PT*

yes
yes

yes

MT*

yes
yes

yes
yes

yes

yes

ET*

yes

yes
yes

yes
yes yes

yes
yes

yes

yes

yes
yes

yes

yes

yes

yes

yes
yes
yes

yes

yes
yes
yes
yes
yes

yes
yes

yes
yes
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TABLE 5.2-6 (3 of 3)

REACTOR COOLANT SYSTEM
QUALITY ASSURANCE PROGRAM

(DURING CONSTRUCTION)

Component RT* UT* PT*

5.1.6 Main Nozzles
5.1.7 Nozzle Safe Ends-

(If forging is employed)
5.2 Plates

5.3 Weldments
5.3.1 Main Steam
5.3.2 CRD Head Adapter

Connection
5.3.3 Instrumentation tube

connection
5.3.4 Main nozzles
5.3.5 Cladding
5.3.6 Nozzle safe-ends

(If forging)
5.3.7 Nozzle safe-ends

(If weld deposit)
5.3.8 Head adaptor forging

to head adaptor tube
5.3.9 All welds after hydrotest

6. Valves
6.1 Castings
6.2 Forgings

(No UT for valves two
inches and smaller)

yes
yes

yes

yes

MT*

yes

yes

yes

ET*

yes

yes
yes

yes

yes

yes

yes

yes(++.y)
yes

yes
yes

yes

yes

yes

yes yes
yes yes

RT - Radiographic
UT - Ultrasonic
PT - Dye Penetrant
MT - Magnetic Particle
ET - Eddy Current

(+)
(++) Flat Surfaces Only

Weld Deposit Areas Only
UT of Clad Bond-to-Base Metal
Or a UT and ET
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TABLE 5.2-7

TIME TO DETECT A LEAK IN THE RHR HEAT EXCHANGER ROOMS

Alarm Type
(seconds)

Leak Rate
(qLnm)

345 2

69 10

5013.8
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5.3 REACTOR VESSELS

5.3.1 Reactor Vessel Materials

The reactor vessel is cylindrical with a welded hemispherical bottom head
and a removable, flanged, and gasketed hemispherical upper head. The
vessel contains the core, core support structures, control rods, thermal
shield, and other parts directly associated with the core.

The reactor vessel head is bolted to the reactor vessel by closure studs.
During refueling operations, when the head is removed, the reactor vessel
closure studs are held in a carrier basket placed on the operating floor
above the refueling cavity. The studs are protected by a permanent
phosphate coating and cleaned prior to reinstallation. The studs are also
visually examined for corrosion during each refueling outage and are
subjected to the examinations required by ASME Section XI at appropriate
intervals. These measures ensure that the reactor vessel studs are not
subject to unmonitored corrosive deterioration or deterioration by other
mechanisms.

The reactor vessel closure head contains head adaptors, which are tubular
members, attached by partial penetration welds to the underside of the
closure head. The upper end of these adaptors contain acme threads for the
assembly of control rod drive mechanisms or instrumentation adaptors. The
seal arrangement at the upper end of these adaptors consists of a welded
flexible canopy seal. The vessel has inlet and outlet nozzles located in a
horizontal plane just below the vessel flange but above the top of the
core. Coolant enters the inlet nozzles~flows down the core barrel and
vessel wall annulus, turns at the bottom, and flows up through the core to
the outlet nozzles.

The bottom head of the vessel contains penetration nozzles for connection
and entry of the nuclear incore detection instrumentation. Each tube is
attached to the inside of the bottom head by a partial penetration weld.

The reactor vessel is designed to provide the smallest and most economical
volume required to contain the reactor core, control rods, and the
necessary supporting and flow-directing internals. Inletand outlet
nozzles are spaced around the vessel. Outlet nozzles are located on
opposite sides of the vessel to facilitate optimum layout of the Reactor
Coolant System (RCS) equipment. The inlet nozzles are tapered from the
coolant loop-vessel interfaces to the vessel inside wall to reduce loop
pressure drop.

The reactor vessel flange and head are sealed by two hollow metallic
O-rings. Seal leakage is detected by means of two leak-off connections;
one between the inner and outer ring, and one outside the outer O-ring.
Piping and associated valving are provided to direct any leakage to the
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reactor coolant drain tank. Leakage willbe indicated by a
high-temperature alarm from a detector in the leakoff line.

Ring forgings have been used in the following areas of the reactor vessel:,

1. Closure Head Flange

2. Vessel Flange

3. Nozzle Shell Course (Upper and Lower-Belt)

4. Eight Primary Nozzles

5. Transition Ring

The pressure or strength bearing stainless steel components or parts in the
reactor vessel and associated primary loop components that may become
furnace sensitized* during the fabrication sequence have been minimized.
The areas having sensitization include:

1. Reactor Vessel

a. Primary nozzle safe-ends (weld metal buttering)
b. Gasket monitor tubes

2. Steam Generators

a. Primary nozzle safe-ends (weld metal buttering)

The cylindrical portion of the reactor vessel below the refueling seal
ledge is permanently insulated with a metallic reflective-type insulation
supported from the reactor coolant nozzles. This insulation consists of
inner and outer sheets of stainless steel spaced 3 inches apart with
multilayers of stainless steel as the insulating agent. Removable panels
of the metallic reflective-type insulation described above are provided for
the reactor vessel head and closure region. These panels are supported on
the refueling seal ledge and vent shroud support ring. The rest of the
closure head is insulated with removable panels of at least three inches of
the reflective insulation described. The bottom head is also insulated
with reflective insulation, but it is not removable.

* The term "furnace sensitized" is interpreted as wrought austenitic
stainless steel (>0.02C) components which have been post weld heat
treated; the temperature and minimum times are consistent with ASME
III requirements. A detailed discussion of this subject is
contained in Reference 1.
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A schematic of the reactor vessel is shown in Figure 5.3-1.. The total
number of control rod drive mechanism (CRDM) housings given in Figure 5.3-1
includes those penetrations which have been cut and capped. The materials
of construction are given in Table 5.2-3 and the design parameters are
given on Table 5.3-1. Reactor vessel toughness data for Unit 1 and Unit 2
is given in Tables 5.3-7 and 5.3-8. A description of the reactor vessel
internals is given in Chapter 4.

The reactor vessel material is heat-treated specifically to obtain good
notch-ductility, which ensures a low nil ductility transition temperature
(NDTT). This assures that the finished vessel can be initially
hydrostatically tested and operated as near to room temperature as possible
without restrictions. The stress limits established for the reactor vessel
are dependent upon the temperatures at which the stresses are applied. As
a result of fast neutron irradiation in.the region of the core, the
material properties will-change, including an increase in the NDTT. A
value of NDTT of +100F for Unit 1 and +350 for Unit 2 in this region has
been established during fabrication.

The techniques used to measure and predict the integrated fast neutron (E >
1 Mev) exposure of the reactor vessel are identical to those described for
the irradiation samples. Since the neutron spectrum at the sample can be
applied with confidence to the adjacent section of reactor vessel, the
vessel exposure will be obtained from the measured sample exposure by
appropriate application of the calculated azimuthal neutron flux variation.

The details of the neutron flux analysis can be found in Westinghouse
Topical Report (WCAP)-10962, "Zion Units 1&2 Reactor Vessel Fluence and
Rtotr Evaluation." Fast neutrons will. also be emitted from the Gamma-

I Metrics fission detectors used for source and intermediate range NIS, but
are a negligible contributor to the reactor vessel NDTT effects.

To evaluate the NDTT shift of welds, heat affected zones, and base material
for the vessel, test coupons of these material types have been included in
the Reactor Vessel Surveillance Program (RVSP) described in Section
5.3.1.1. The current analysis of NDTT shift as a function of EFPH can be
found in Westinghouse Topical Report (WCAP)-13406 "Heatup and Cooldown
Limit Curves for Normal Operation for Zion Units 1 and 2", July 1992.

5.3.1.1 Material Surveillance

In the surveillance programs, the evaluation of the radiation damage is
based on pre-irradiation testing of Charpy V-notch and tensile specimens
and post-irradiation testing of Charpy V-notch, tensile, and wedge opening
loading (WOL) fracture mechanics test specimens. These programs are
directed toward evaluation of the effect of radiation on the fracture
toughness of reactor vessel steels based on the transition temperature
approach and the fracture mechanics approach and are in accordance with
American Society of Testing Materials (ASTM)-E-185-70, "Recommended
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Practice for Surveillance Tests for Nuclear Reactor Vessels." The
surveillance program does not include thermal control specimens. These
specimens are not required since the surveillance specimens will be exposed
to the combined neutron irradiation and temperature effects, and the test
results will provide the maximum transition temperature shift. Thermal
control specimens, as considered in ASTM-E-185-70, would not provide any
additional information on which the operational limits for the reactor
vessel are set.

The Zion Station RVSP uses eight specimen capsules which exceeds the
minimum number recommended by ASTM-E-185-82 and Reg. Guide 1.99 Rev. 2.
The capsules are located about three inches from the vessel wall directly
opposite the center portion of the core. Sketches of an elevation and plan
view showing the location and dimensional spacing of the capsules with
relation to the core, thermal shield, and vessel and weld seams is shown in
Figure 5.3-3 and 5.3-4, respectively. Figure 5.3-5 shows the weld
attachment detail of the specimen guide, which contains the capsule, to the
thermal shield. The capsules can be removed when the vessel head is
removed and can be replaced when the internals are removed. The capsules
contain reactor vessel steel specimens from the shell plates located in the
core region of the reactor and associated weld metal and heat-affected zone
metal. (As part of the surveillance program, a report of the residual
elements in weight percent to the nearest 0.01% will be made for
surveillance material base metals and as deposited weld metal.) In
addition, 32 correlation monitors made from fully documented specimens of
SA-533 Grade B class I material obtained through Subcommittee II of ASTM
Committee E10, Radioisotopes and Radiation Effects, are inserted in the
capsules. The eight capsules contain approximately 32 tensile specimens;
352 Charpy V-notch specimens (which include weld metal and heat-affected
zone material), and 32 WOL specimens. Dosimeters including Ni, Cu, Fe,
Co-Al, Cd shielded Co-Al, Cd shielded Np-237, and Cd shielded U-238 are
placed in filler blocks drilled to contain the dosimeters. The dosimeters
permit evaluation of the flux seen by the specimens and vessel wall. In
addition, thermal monitors made of low melting alloys are included to
monitor the temperature of the specimens. The specimens are enclosed in a
tight fitting stainless steel sheath to prevent corrosion and to ensure
good thermal conductivity. The complete capsule is helium leak tested.
Vessel material sufficient for at least two capsules will be kept in
storage should the need arise for additional replacement test capsules in
the program.

The RVSP meets the intent of the NRC fracture toughness requirements for
nuclear power reactors IOCFR5O, Appendix H. The specimens included in the
program are outlined in Table 5.3-5.
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The fast neutron exposure of the specimens occurs at a faster rate than
that experienced by the adjacent vessel wall because the specimens are
located between the core and the vessel. Since these specimens experience
accelerated exposure and are actual samples from the materials used in the
vessel, the NDTT measurements are representative of the vessel at a later
time in life. Data from WOL fracture toughness samples are expected to
provide additional information for use in determining allowable stresses
for irradiated material.

The calculated maximum fast neutron exposure (nvt) at the vessel wall is
2.5 x 1019 nvt > 1 Mev. The reactor vessel surveillance capsules are
located at 4 degrees and 40 degrees as shown in Figure 5.3-4. The relative
exposures of the capsules and the adjacent vessel wall and the vessel
maximum are listed below:

Lead Adjacent Vessel Wall Lead Vessel Maximum
Capsules at by Multiplying Factor of: by a Multiplying Factor of:

4 degrees 2.6 0.6
40 degrees 2.7 2.6

Correlations between the calculations and the measurements on the
irradiated samples in the capsules, assuming the same neutron spectrum at
the samples and the vessel inner wall, are described in Appendix 5B and
have indicated agreement. The calculation of the integrated flux at the
vessel wall is conservative by up to 20%.

The anticipated degree to which the specimens will perturb the fast neutron
flux and energy distribution will be considered in the evaluation of the
surveillance specimen data. Verification and possible readjustment of the
calculated wall exposure will be made by use of data on all capsules
withdrawn.

Specimen capsules to be used in the Reactor Vessel Material Surveillance
Program will be withdrawn during the refueling period either immediately
preceding or following the effective full power years (EFPY) of unit life
as shown in Table 5.3-6.
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The Babcock & Wilcox (B&W) Owners Group Materials Committee Reactor Vessel
Working Group maintains a Master Integrated Reactor Vessel Material
Surveillance Program (MIRVP) for those reactor vessels fabricated by B&W
that contain automatic submerged arc welds fabricated with Mn-Mo-Ni weld
wire and Linde 80 flux (see Reference 2). The Zion reactor vessels, being
of that manufacture, are components of the MIRVP. In accordance with the
cooperative character of the MIRVP, the Zion Station RVSP is included in
the MIRVP and information obtained from the plant-specific RVSPs of the
other MIRVP members is interpreted for the benefit of Zion Station.

5.3.2 Pressure-Temperature Limits

5.3.2.1 Design Pressure

The RCS design and operating pressures, the safety, power-operated relief,
and pressurizer spray valves setpoints, and the protection system setpoint
pressures are listed in Table 5.1-2. The selected design margin includes
operating transient pressure changes from core thermal lag, coolant
transport times and pressure drops, instrumentation and control response
characteristics, and system relief valve characteristics. Table 5.3-2
gives the design pressure drop of the RCS components.

The RCS serves as a barrier preventing radionuclides contained in the
reactor coolant from reaching the atmosphere. In the event of a fuel
cladding failure, the RCS is the primary barrier against the uncontrolled
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release of fission products. By establishing a system pressure limit, the
continued integrity of the RCS is assured. Thus, the safety limit of 2735
psig (110% of design pressure) has been established. This represents the
maximum transient pressure allowable in the RCS under the ASME Code,
Section III.

5.3.2.2 Design Temperature

The design temperature for each component is selected to be above the
maximum ,coolant temperature in that component under all normal and
anticipated transient load conditions. The design and operating
temperatures of the respective system components are listed'in Tables 5.3-
1, 5.4-1, 5.4-2, 5.4-13, 5.4-22 and 5.4-23.

5.3.2.3 Maximum Heating and Cooling Rates

The RCS operating cycles used for design purposes are given in Table 5.2-2
and described in Section 5.3.3.3. The normal system heating and cooling
rate is 50°F/hr. Sufficient electrical heaters are installed in the
pressurizer to permit a heatup rate of 55'F/hr, starting with a minimum
water level. This rate takes into account the small continuous spray flow
provided to maintain the pressurizer liquid homogeneous with the coolant.
The fastest cooldown rates which' result from the hypothetical case of a
break of a main steamline are discussed in Chapter 15. Operating limits
for the RCS with respect to heatup and cooldown rates are defined in the
Technical Specifications and Westinghouse Topical Report (WCAP)-13406
"Heatup and Cooldown Limit Curves for Normal Operation for Zion Units 1 and
2."

The stress level of material in the reactor vessel, or in other RCS
components, is a combination of stresses caused by internal pressures and
by thermal gradients. The latter are significant as they may result from a
rate of change of reactor coolant temperature. Operating restrictions are
imposed to limit the combined stresses based upon the proximity to design
transition temperature (DI-), as described in Section 5.3.3.2.1. The DTT
is defined as the initial NDTT plus the increase in NDTT due to irradiation
experienced plus 60TF. Curves are incorporated in the plant Technical
Specifications which define the operating limits. To establish the latter,
an.adjustment is made for the maximum expected NDI- shift which the reactor
vessel material will experience because of the fast neutron dose it will
receive. The predicted shift will be verified by the surveillance program
testing. The limits for initial operation are used to define operational
limitation and these curves are periodically updated to reflect irradiation
exposure of the vessel and the results of the surveillance program.

( ..-
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5.3.3 Reactor Vessel Integrity

The reactor vessel is the only component of the RCS which is exposed to a
significant level of neutron irradiation and it is therefore the only
component which is subject to material radiation damage effects.
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The NDTT shift of the vessel material
radiation damage effects is monitored
Section 5.3.1.1.

and welds during service due to
by the RVSP. Details are given in

Reactor vessel design is based on the transition temperature method of
evaluating the possibility of brittle fracture of the vessel material as a
result of operation.

As part of the design control on materials, Charpy V-notch toughness tests
are run on all ferritic material used, in fabricating pressure parts of the
reactor vessel, steam generator, and pressurizer to provide assurance for
hydrotesting and operation in the ductile region at all times. In
addition, drop-weight tests and Charpy V-notch transition temperature
evaluations are performed on the reactor vessel materials.

As an assurance of system integrity, all components in the system are
hydrotested at 3107 psig prior to initial operation.

The safety of the reactor vessel and all other RCS pressure containing
components and piping is dependent on several major factors including
design and stress analysis, material selection and fabrication, quality
control and operations control.

5.3.3.1 Reactor Internals

The Indian Point II reactor was the prototype for the Westinghouse four-
loop plant internals verification program. All subsequent four-loop
plants, including Zion, are essentially identical in design. Past
experience with other reactors indicates that plants of similar designs
behave in a similar manner. For these reasons a comprehensive
instrumentation program was conducted on the Indian Point Plant to confirm
the behavior of the reactor components. The main objectives of this test
were to increase confidence in the adequacy of the internals by determining
stress or deflection levels at key locations and to obtain data that could
be used to develop improved analytical tools for prediction of internals
vibration. The final report was published as WCAP-7879 entitled "Four-Loop
PWR Internals Assurance and Test Program." Additionally, a test on the
primary coolant loop to determine natural frequencies, mode shapes, damping
and vibration during pump operation was conducted and the results were
published in WCAP-7920 entitled "Primary Loop Vibration Test Program."

5.3.3.2 Reactor Vessel

The following reactor pressure vessel components are analyzed in detail
through systematic analytical procedures.

1. Control Rod Housings
2. Closure Head Flange and Shell
3. Main Closure Studs
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4. Inlet Nozzle (and Vessel Support)
5. Outlet Nozzle (and Vessel Support)
6. Vessel Wall Transition
7. Core-Barrel Support Pads
8. Bottom Head to Shell Juncture
9. Bottom Head Instrument Penetrations, etc.

5.3.3.2.1 Method of Analysis

Item (1). An interaction analysis is performed on the CRDM housing. The
flange is assumed to be a ring and the tube a long cylinder. The-different
values of Young's Modulus and coefficients of thermal expansion of the
tubes are taken into account in the analysis. The local flexibility is
considered at appropriate locations. The closure head is treated as a
perforated spherical shell with modified elastic constants. The effects of
redundants on the closure head are assumed to be local only. Using the
mechanical and thermal stresses from this analysis, a fatigue evaluation is
made for the J weld. Seismic loadings are considered in the stress
analysis as primary loadings and are included in the fatigue analysis.

Item (2). The closure head, closure head flange, vessel flange, vessel
shell and closure studs are all evaluated in the same analysis. An
analytical model is developed by dividing the actual structure into
different elements such as sphere, ring, long cylinder and cantilever beam,
etc. An interaction analysis is performed to determine the stresses due to
mechanical, thermal and seismic loads. These stresses are evaluated in
light of the strength and fatigue requirements of the ASME Boiler and
Pressure Vessel (B&PV) Code Section III.

Item (3). A similar analysis is performed for the vessel flange to vessel
shell juncture and the main closure studs.

Item (4). For the analysis of nozzle and nozzle-to-shell juncture, the
loads considered are internal pressure, operating transients, thermally
induced and seismic pipe reactions, static weight of vessel, earthquake
loading and expansion and contraction, etc. A combination of methods is
used to evaluate the stresses due to mechanical and thermal loads and
external loads resulting from seismic pipe reactions, earthquake and pipe
break, etc.

For fatigue evaluation, peak stresses resulting from external loads and
thermal transients are determined by concentrating the stresses as
calculated by the above described methods. Combining these stresses
enables the fatigue evaluation to be performed.

Item (5). Method of analysis for outlet nozzle and vessel supports is the
same as described above.
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Item (6). Vessel wall transition is analyzed by means of a standard
interaction analysis. The thermal stresses are determined by the skin
stress method, where it is assumed that the inside surface of the vessel is
at the same temperature as the reactor coolant, and the mean temperature of
the shell remains at the steady state temperature. This method is
considered conservative.

Item (7). Thermal, mechanical, and pressure stresses are calculated at
various locations on the core barrel support pad and at the vessel wall.
Mechanical stresses are calculated by the flexure formula for bending
stress in a beam; pressure stresses are taken from the analysis of the
vessel to bottom head juncture; and thermal stresses are determined by the
conservative method of skin stresses. The stresses due to the cyclic loads
are multiplied by a stress concentration factor where applicable and used
in the fatigue evaluation.

Item (8). The standard interaction analysis and skin stress methods are
employed to evaluate the stresses due to mechanical and thermal stresses
respectively. The fatigue evaluation is made on a cumulative basis where
superposition of all transients is taken into consideration.

Item (9). An interaction analysis is performed by dividing the actual
structure into an analytical model composed of different structural
elements. The effects of the redundants on the bottom head are assumed to
be local only. It is also assumed that for any condition where there is
interference between the tube and the head, no bending at the weld can
exist. Using the mechanical and thermal stresses from this analysis a
fatigue evaluation is made for the J weld. The location and geometry of
the areas of discontinuity and/or stress concentration are shown in Figures
5.3-6, 5.3-7, and 5.3-8.

A summary of the estimated primary plus secondary stress intensity for
components of the reactor vessel and the estimated cumulative fatigue usage
factors for the components of the reactor vessel is given in Tables 5.3-3
and 5.3-4, respectively.

The cycles specified for the fatigue analysis are the results of an
evaluation of the expected plant operation coupled with experience from
nuclear power plants now in service, such as Yankee-Rowe.

The conservatism of the design fatigue curves used in the fatigue analysis
has been demonstrated by the Pressure Vessel Research Committee (PVRC) in a
series of cyclic pressurization tests of model vessels fabricated to the
Code. The results of the PVRC tests showed that no crack initiation was
detected at any stress level below the code allowable fatigue curve and
that no crack progressed through a vessel wall in less than three times the
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allowable number of cycles. Similarly, fatigue tests have been performed
on irradiated pressure vessel steels with comparable results (see Reference
3).

The vessel design pressure is 2485 psig while the normal operating pressure
will be 2235 psig. The resulting operating membrane stress is therefore
amply below the code allowable membrane stress to account for operating
pressure transients.

The stress allowed in the vessel in relation to operation below NDTT and

DTT to preclude the possibility of brittle failure are:

1. At DTT; a maximum stress of 20% yield

2. From DTT to DTT minus 2007F; a maximum stress decreasing from 20% to
10% yield

3. Below DTT minus 2007F; a maximum stress of 10% yield

These limits are based on a conservative interpretation of the Fracture
Analysis Diagram developed at the Naval Research Laboratory (References 1,
4 and 5) after many years of research and are confirmed by extensive
correlations with service failures. There have been no known service
failures under conditions permitted by these limits. The Fracture Analysis
Diagram is the most widely known and generally accepted criterion for
brittle fracture prevention and includes linear elastic fracture mechanics
concepts. These limits established by the Fracture Analysis Diagram have
been correlated with linear elastic fracture mechanics insofar as possible,
(see Reference 6) and are conservative in providing protection against
brittle fractures. The stress limits are maintained by prescribing
operating procedures which rely upon administrative pressure and
temperature control during heatup and cooldown as described in Reference 7.

After hydrotesting Unit No. 1 reactor vessel, an examination of the
pressure boundary welds were made using ultrasonic testing as described in
Section XI of the-ASME B&PV Code. As a result of this examination, the
circumferential Weld WR-16, between the MK-6 transition forging and the
MK-5 lower head, twenty three defects were indicated. Of these, twelve
were evaluated as being nonfusion and were removed. A detailed description
of the inspection, indications, and corrective actions taken are given in
Appendix 5C. The final test results show that the repaired weld meets the
requirements of ASME B&PV Code Section III and all other applicable
documents.

The report of Appendix 5C includes a historical review of the reactor
vessel fabrication sequence, the nondestructive test inspections specified
and performed, the acceptance standards adhered to, and the controlled
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welding variables. The transition ring, lower head, instrument tubes, and
weld WR-16 were stress relieved for a total of 38 hours and 16 minutes.
The original coupons were heat treated for 50 hours. Therefore, the
additional stress relief time should not affect the metal properties. The
shell courses in the core region were not subjected to any additional
stress relief time since the thermal insulation barrier was located below
the core support pads. Note that the only stainless steel part exposed to
the additional stress relief temperatures for 12 hours and 17 minutes was
the stainless steel cladding.

The code acceptable indications of slag did not change before or after the
localized stress relief or after the final hydrotest. Based on ASME Code
Section XI, these indications are smaller than those which have to be
reported and accelerated inservice inspections are not required.

The actual shift in NDTT will be established periodically during plant
operation by testing of vessel material samples, which are irradiated
cumulatively by securing them near the inside wall of the vessel in the
core area. To compensate for any increase in the NDTT caused by
irradiation, the limits given in the plant operating manual on the
pressure-temperature relationship are periodically changed to stay within
the stress limits, which are stated above, during heatup and cooldown.

The vessel closure contains 54 seven-inch studs. The stud material is ASTM
A-540 as modified by code case 1335-2 which has a minimum yield strength of
104,400 psi at design temperature. The membrane stress in the studs when
they are at the steady state operational condition is less than half this
value. This means that about half of the 54 studs have the capability of
withstanding the hydrostatic end load on vessel head without the membrane
stress exceeding yield strength of the stud material at design temperature.

The emphasis on conservative operation in setting up the pressure-
temperature relationship is placed on heatup and cooldown because the
normal operating temperature always exceeds even the highest anticipated
DTT during the life of the plant. The emphasis on conservatism is required
because long term irradiation of the vessel raises the DTT and thereby
limits the heatup or cooldown rates. The conservatism in the limits stated
above are:

1. Use of a stress concentration factor of four on assumed flaws in
calculating the stresses.

2. Use of nominal yield of material instead of actual yield.

3. Neglecting the increase in yield strength resulting from radiation
effects.

The factor of four is not an actual stress concentration factor such as
described in Article 4 of Section III but is a margin of conservatism based
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on the Fracture Analysis Diagram in ASTM E-208 as well as the stress limits
maintained by the prescribed operating procedures which rely upon
administrative pressure and temperature control during heatup and cooldown
(see Reference 7). At the DTT, the stresses are 20% of the yield strength
versus a prescribed upper limit of 80% of the yield strength; therefore, at
this point there is a margin of four (80%/20%).

Since the Fracture Analysis Diagram is based on a plot of nominal stress
versus temperature, and different size flaws (cracks) are assumed, the use
of actual stress concentration factors does not apply.

As part of the Plant Operator Training Program, supervisory and operating
personnel are instructed in reactor vessel design, fabrication and testing,
as well as present and future precautions necessary for pressure testing
and operating modes. The need for record keeping is stressed. Such
records are helpful for future summation of time at power level and
temperature which tend to influence the irradiated properties of the
material in the core region. These items are incorporated in the operating
instructions. Analysis of system incidents are discussed in Chapter.15.

5.3.3.3 Operating Conditions

The RCS and its components are designed to accommodate 10% of full power
step changes in plant load and 5% of full power per minute ramp changes
over the range from 15% of full power up to and including, but not
exceeding, 100% of full power without reactor trip. The RCS can accept a
complete loss of load from full power with reactor trip.

In addition, the steam dump system coupled with rod insertion makes it
possible to accept a 50% load rejection from full power without reactor
trip.

All components in the RCS are designed to withstand the effects of cyclic
loads due to reactor system temperature and pressure changes. These cyclic
loads are introduced by normal power changes, reactor trip, and startup and
shutdown operations. The number of thermal and loading cycles used for
design purposes and their bases are given in Table 5.2-2. During unit
startup and shutdown, the rates of temperature and pressure changes are
limited as indicated in Section 5.3.3.2.1.

To provide the necessary high degree of integrity for the equipment in the
RCS, the transient conditions selected for equipment fatigue evaluation are
based on a conservative estimate of the magnitude and frequency of the
temperature and pressure transients resulting from normal operation, normal
and abnormal load transients, and accident conditions. To a large extent,
the specific transient operating conditions to be considered for equipment
fatigue analyses are based upon engineering judgment and experience.
Representative transients are chosen which prudently should be considered
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to occur during plant operation and which are sufficiently severe or
frequent to be of possible significance to component cyclic behavior.

It is difficult to discuss, in absolute terms, the transients that the
plant will actually experience during the 40-year operating life. However,
each transient condition is discussed below in order to make clear the
nature and basis for the various transients.

5.3.3.3.1 Heatup and Cooldown

The normal heatup or cooldown cases are conservatively represented by a
continuous operation performed at a uniform temperature rate of 100°F per
hour (the design rate).

For these cases, the heatup occurs from ambient to the no-load temperature
and pressure condition and the cooldown represents the reverse situation.
In actual practice, the rate of temperature change of 100°F per hour will
not be attained because of other limitations such as:

1. Material NDTT considerations which establish maximum permissible
temperature rates of change, as a function of plant pressure and
temperature, below the design rate of 100*F per hour.

2. Slower heatup rates when using pumping energy only.

3. Interruptions in the heatup and cooldown cycles due to such factors as
drawing a pressurizer steam bubble, rod withdrawal, sampling, water
chemistry and gas adjustments.

The number of such complete heatup and cooldown operations is specified at
200 times each. This corresponds to five such occurrences per year for the
40-year plant design life. For the ideal plant; only one heatup and one
cooldown would occur per 100% full power year, i.e., the period between
refueling.

In practice, experience to date indicates that during the first year or so
of operation additional unscheduled plant cooldowns may be necessary for
plant maintenance; the frequency of maintenance shutdowns decreases as the
plant matures.

5.3.3.3.2 Unit Loading and Unloading

The unit loading and unloading cases are conservatively represented by a
continuous and uniform ramp power change of 5% per minute between 15% load
and full load. This load swing is the maximum possible consistent with
operation with automatic reactor control. The reactor coolant temperature
will vary with load as prescribed by the temperature control system. The
number of each operation is specified at 18,300 times, or 1 time per day,
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with approximately 40% margin for plants with 40-year design life. Figure
5.3-9 represents what may be regarded as a typical load follow program for
a power plant.

5.3.3.3.3 Step, Increase and Decrease of 10%

The + 10% step change in load demand is a control transient assumed to be a
change in turbine control valve opening caused by disturbances in the
electrical network into which the plant output is tied. The Reactor
Control System is designed to restore plant equilibrium without reactor
trip following a + 10% step change in turbine load demand initiated from
nuclear plant equilibrium conditions in the range between 15% and 100% full
load, the power range for automatic reactor control. In effect, during
load change conditions, the Reactor Control System attempts to match
turbine and reactor outputs in such a manner that peak reactor coolant
temperature is minimized and reactor coolant temperature is restored to its
programmed setpoint at a sufficiently slow rate to prevent excessive
pressurizer pressure. decrease.

Following a step load decrease in turbine load, the secondary side steam
pressure and temperature initially increase since the decrease in nuclear
power lags behind the step decrease in turbine load. During the same
increment of time, the RCS average temperature and pressurizer pressure
also initially increase. Because of the power mismatch between the turbine
and reactor and the increase in reactor coolant temperature, the control
system automatically inserts the control rods to reduce core power. With
load decrease, the reactor coolant temperature will ultimate *ly be reduced
from its peak value to a value below its initial equilibrium value at the
inception of the transient. The reactor coolant average temperature
setpoint change is made as a function of turbine-generator load which is
determined by first stage turbine pressure measurement. The pressurizer
pressure will also decrease from its peak pressure value and follow the
reactor coolant decreasing temperature trend. At some point during the
decreasing pressure transient, the saturated water in the pressurizer
begins to flash thereby reducing the rate of pressure decrease.
Subsequently, the pressurizer heaters come on to restore the plant pressure
to its normal value.

Following a step load increase in turbine load, the reverse situation
occurs, i.e., the secondary side steam pressure and temperature initially
decrease and the reactor coolant average temperature and pressure initially
decrease. The control system automatically withdraws the control rods to
increase core power. The decreasing pressure transient is reversed by
actuation of the pressurizer heaters and eventually the system pressure is
restored to its normal value. The reactor coolant average temperature will
be raised to a value above its initial equilibrium value at the beginning
of the transient.
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The number of each operation is specified at 2000 times, or 50 per year,
for the 40-year plant design life.

5.3.3.3.4 50% Step Decrease In Load

This transient applies to a 50% step decrease in turbine load. The
resultant rapid increase in reactor coolant average temperature and
secondary side steam pressure and temperature will automatically initiate a
secondary side steam dump that will prevent a reactor shutdown or lifting
of steam generator safety valves. If a steam dump system was not provided
to cope with this transient, there would be such a strong mismatch between
what the turbine is asking for and what the reactor is furnishing that a
reactor trip would occur and the steam generator safety valves would lift.

The number of occurrences of this transient is specified at 200 times, or 5
per year, for the 40-year plant design life. Reference to the Yankee-Rowe
record indicates that this basis is adequately conservative.

5.3.3.3.5 Loss of Load

This transient applies to a step decrease in turbine-load from full power
to no load without immediately initiating a reactor trip. This represents
the most severe transient on the RCS. In this case, the reactor and
turbine eventually trip as a consequence of a low-low steam generator level
trip initiated by the Reactor Protection System (RPS). Since redundant
means of tripping the reactor upon turbine trip are provided as part of the
RPS (high pressurizer level), this situation is not credible and is of
value only from the standpoint of fatigue analysis.

The number of occurrences of this transient is specified at 80 times, or 2

per year, for the 40-year plant design life.

5.3.3.3.6 Loss of Power

This transient applies to a blackout situation involving the loss of
outside electrical power to the station resulting in a reactor and turbine
trip on low reactor coolant flow. Under these circumstances, the reactor
coolant pumps (RCPs) are de-energized and, following the coastdown of the
RCPs, natural circulation builds up in the system to some equilibrium
value. This condition permits removal of core residual heat through the
steam generators which at this time are receiving feedwater from the
Auxiliary Feedwater (AFW) System operating from diesel generator power.
Steam is removed for reactor cooldown through atmospheric relief valves
provided for this purpose.

The number of occurrences of this transient is specified at 40 times, or I
per year, for the 40-year plant design life.
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5.3.3.3.7 Loss of Flow

This transient applies to a partial loss-of-flow accident from full power
in which a RCP is tripped out of service as a result of a loss of power to
that pump. The consequences of such an accident above approximately 60%
power are a reactor and turbine trip on low reactor coolant flow, followed
by automatic opening of the steam-relief system and flow reversal in the
affected loop. The flow reversal results in reactor coolant, at cold-leg
temperature, being passed through the steam generator and cooled still
further. This cooler water then passes through the hot leg piping and
enters the reactor vessel outlet nozzles. The net result of the flow
reversal is a sizeable reduction in the hot leg coolant temperature of the
affected loop. Between 10% and 60% power, loss of two loops of flow
results in the same consequences as for the loss of flow in one loop above
60% power.

The number of occurrences of this transient is specified at 80 times, or 2

per year, for the 40-year plant design life.

5.3.3.3.8 Reactor Trip From Full Power

A reactor trip from full power may occur for a variety of reasons resulting
in temperature and pressure transients in the RCS and in the secondary side
of the steam generator. This is the result of continued heat transfer from
the reactor coolant in the steam generator. The transient continues until
the reactor coolant and steam generator secondary side temperatures are in
equilibrium at zero power conditions. A continued supply of feedwater and
controlled relief of secondary steam remove the core residual heat and
prevent the steam generator safety valves from lifting. The reactor
coolant temperature and pressure undergo a rapid decrease from full power
values as the RPS causes the control rods to move into the core.

The number of occurrences of this transient is specified at 400 times, or

10 per year, for the 40-year plant design life.

5.3.3.3.9 Turbine Roll Test

This transient is imposed on the plant during the hot functional test
period for turbine cycle checkout. RCP power will be used to heat the
reactor coolant to operating temperature and the steam generated will be
used to perform a turbine roll test. However, the plant cooldown during
this test will exceed the IO0°F per hour maximum rate specified in Section
5.3.3.3.1 above.

The number of such test cycles is specified at 10 times and are to be
performed at the beginning of plant operating life prior to irradiation of
the reactor vessel.
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5.3.3.3.10 Hydrostatic Test Conditions

The pressure tests covered by this section include both shop and field
hydrostatic tests which occur as a result of component or system testing.

The pressure tests are outlined below:

1. Primary Side Hydrostatic Test at 3107 psiq Before Initial Startup

This hydro test is performed at a water
compatible with reactor vessel material
maximum test pressure of 3107 psig. In
the steam generator will be pressurized
the secondary side pressure of 0 psig.
cycles of this hydro test.

temperature which is
DTT requirements and at a
this test, the primary side of
to 3107 psig, coincident with
The RCS is designed for five

2. Secondary Side Hydrostatic Test Before Initial StartuD

The secondary side of the steam generator is pressurized to 1356 psig
with a minimum water temperature of 700F, coincident with the primary
side at 0 psig.

The steam generator may experience five cycles of this test.

5.3.3.3.11 Primary Side Leak Test

Each time the primary system is opened, a leak test will be performed.
During this test the primary system pressure is raised to 2500 psia for
design purposes and the system temperature is brought above the DTT, while
the system is checked for leaks.

In actual practice, the primary system will be pressurized to below 2500
psia to prevent the pressurizer safety valves from lifting during the leak
test.

During this leak test, the
be pressurized so that the
sheet does not exceed 1600
the steam lines.

For design purposes, it is
cycles of this test during

secondary side of the steam generator must
pressure differential across the tube
psi. This is accomplished by closing off

assumed that the primary side will experience 50
the 40-year design life of the plant.

5.3.3.3.12 Pressurizer Surge and Spray Line Connections

The surge and spray nozzle connections at the pressurizer vessel are
subject to cyclic temperature changes resulting from the transient
conditions described previously. The various transients are characterized
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by variations in reactor coolant temperature which result in water surges
into or out of the pressurizer. The surges manifest themselves as changes
in system pressure which, depending upon whether an increase or decrease in,
pressure occurs, result in introducing spray water into the pressurizer to
reduce pressure or actuating the pressurizer heaters to increase pressure
to the equilibrium value. To illustrate a load change cycle as it affects
the pressurizer, consider a design step increase in load. The pressurizer
initially experiences an outsurge with a drop in system pressure which
actuates the pressurizer heaters to restore system pressure. As the
Reactor Control System reacts, the reactor coolant temperature is increased
which causes an insurge into the pressurizer and raises system pressure.
As pressure is increased, the heaters go off, and at some pressure
setpoint, the spray valves open to limit the pressure rise and restore
system pressure.

Thus, the pressurizer surge nozzle is subjected to a temperature increase
on the outsurge, followed by a temperature decrease on the insurge during
this load transient. The pressurizer spray nozzle is subjected to a
temperature decrease when the spray valve opens to admit reactor coolant
cold leg water into the pressurizer. The pressurizer experiences a reverse
situation during a load decrease transient, i.e., an insurge followed by an
outsurge. It is assumed that the spray valve opens to admit spray water
into the pressurizer once at the design flowrate for each design step
change in plant load. Design thermal and loading cycles for the spray
nozzle for different transients are given in Table 5.2-2.

During plant cooldown, spray water is introduced into the pressurizer to
cool down the pressurizer and to remove gas from the reactor coolant. The
maximum pressurizer cooldown rate is specified at 200'F per hour which is
twice the rate specified for the other RCS components.

5.3.3.3.13 Accident Conditions

The effect of the accident loading is evaluated in combination with normal
loads to demonstrate the adequacy to meet the stated plant safety criteria.

The design criteria used to examine the effects on system restraints of
pipe rupture have considered both longitudinal and circumferential pipe
breaks at any location within the reactor coolant boundary, as well as the
main steam and feedwater systems. The longitudinal thrust system was
defined as having the same effects as the circumferential rupture. The
maximum unsupported lengths in a pipe run have been calculated to determine
the spacing between restraints required to prevent pipe whipping regardless
of the break location.

A brief description of each accident transient to be considered follows.
In each case, one occurrence is evaluated.
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1. Reactor Coolant Pipe Break

This accident involves the rupture of an RCS pipe resulting in a loss
of primary coolant. In confirmatory dynamic analyses of the RCS,
three circumferential ruptures were postulated. One rupture was
assumed in each leg of the loop. It is conservatively assumed that
the system pressure and temperature are reduced rapidly and the
Emergency Core Cooling System (ECCS) is initiated to introduce 70°F
water into the RCS. The safety injection actuation signal will also
result in a turbine and reactor trip. Because of the rapid blowdown
of coolant from the system and the comparatively large heat capacity
of the metal sections of the components, it is likely that the metal
is still at no-load temperature conditions when the 70°F safety
injection water is introduced into the system.

,2. Steamline Break

For component evaluation, the following conservative conditions were
considered:

a. The reactor is initially in a hot shutdown condition assuming all
rods in, except the most reactive rod, which is assumed to be
stuck in its fully withdrawn position.

b. A steamline break occurs inside the containment upstream of the
flow limiter, resulting in a reactor and turbine trip.

C. Subsequent to the break, it is assumed for fatigue analysis
purposes that there is no return to power and the reactor coolant
temperature cools down to 2120F.

d. The ECCS pumps restore the reactor coolant pressure to 2500 psia.

The above conditions result in the most severe temperature and
pressure variations which the component will encounter during a steam-
break accident.

3. Steam Generator Tube Rupture

This accident postulates the double-ended rupture of a steam'generator
tube resulting in a decrease in pressurizer level and reactor coolant
pressure. Reactor trip will occur due to a safety injection signal on
low pressurizer pressure. When the accident occurs, some of the
reactor coolant blows down into the affected steam generator causing
the level to rise. If the level rises sufficiently, a high-level
alarm will occur, and the feedwater regulating valve will close.
Approximately 30 minutes after the rupture, the primary system
pressure is reduced to below the secondary safety valve settings
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(-1100 psia). At this time, the planned procedure for recovery from
this accident calls for isolation of the steam line leading from the
affected steam generator. Therefore, this accident will result in a
transient which is no more severe than that associated with a reactor
trip. For this reason, it requires no special treatment insofar as
fatigue evaluation is concerned.

5.3.3.3.14 Service Life

The service life of the RCS pressure-containing components depends upon the
end-of-life material radiation damage, unit operational thermal cycles,
design and manufacturing quality standards, environmental protection,
maintenance standards, and adherence to established operating procedures.

5.3.4 References, Section 5.3

1. Pellini, W.S. and Loss, F.J., "Integration of Metallurgical and
Fracture Mechanics Concepts of Transition Temperature Factors Relating
to Fracture-Safe Design for Structural Steels," Welding Research
Council Bulletin No. 141 (1969).
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ASTM STP 426, pages 408 to 437.
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for the Fracture Safe Engineering Design of Steel Structures." NRL
Report 5920, Mar. 15, 1963, Welding Research Council Bulletin No 88
(1963).

5. Pellini, W.S. and Puzak, P.P., "Practical Considerations in Applying
Laboratory Fracture Test Criteria to the Fracture - Safe Design of
Pressure Vessels," NRL Report 6630, Nov. 5, 1963.

6. Mager, T.R. and Hazelton, W.S.; Evaluation of Linear Elastic Fracture
Mechanics of Radiation Damage to Pressure Vessel Steels, Vienna I
AEA-Meeting, June 2-9, 1969.

7. Porse, L. Reactor Vessel Design Considering Radiation Effects, ASME 6
WA 100.
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TABLE 5.3-1 (1 of 2)

REACTOR VESSEL DESIGN DATA

Design/Operating Pressure, psig

Hydrostatic Test Pressure, psig

Design Temperature, OF

Overall Height of Vessel and Closure
Head, ft-in. (Bottom Head O.D. to top of
Control Rod Mechanism Adapter)

Thickness of Insulation, min., in.

Number of Reactor Closure Head Studs

Diameter of Reactor Closure Head Studs, in.

ID of Flange, in.

OD of Flange, in.

ID at Shell, in.

Inlet Nozzle ID, in.

Outlet Nozzle ID, in.

Clad Thickness, min., in.

Lower Head Thickness, min., in. (base metal)

Vessel Belt-Line Thickness, min., in. (base metal)

Closure Head Thickness, in.

Reactor Coolant Inlet Temperature, OF

Reactor Coolant Outlet Temperature, OF

Reactor Coolant Flow, lb/hr

Total Water Volume Below Core, ft 3

Water Volume in Active Core Region, ft 3

2485/2235

3107

650

43-9 23/32

3

54

7

172-9/16

205

173

27-1/2

29

5/32"

5-3/8"

8.441

6-1/2"

530.2

594.2

135.0 x 106

1050

665
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TABLE 5.3-1 (2 of 2)

REACTOR VESSEL DESIGN DATA

Total Water Volume to Top of Core, ft 3  2164

Total Reactor Vessel Water Volume to Coolant Piping
Nozzles Centerline, ft 3  2959

Total Reactor Vessel Water Volume, (with core and internals
in place), ft 3  4945

Total Reactor Coolant System Volume, ft 3 (ambient) 12,710
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TABLE 5.3-2

REACTOR COOLANT SYSTEM DESIGN PRESSURE DROP

Across Pump Discharge Leg (including valve)

Across Vessel, Including Nozzles

Across Hot Leg (including valve)

Across Steam Generator

Across Pump Suction Leg

Total Pressure Drop

Pressure Drop, psi
(estimated)

3.8

52.0

3.0

30.1

2.6

91.5
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TABLE 5.3-3

SUMMARY OF ESTIMATED PRIMARY PLUS SECONDARY STRESS INTENSITY
FOR COMPONENTS OF THE REACTOR VESSEL

Area

Control Rod Housing

Head Flange

Vessel Flange

Primary Nozzles

Stud Bolts

Vessel Support

Core Support Pad

Bottom Head to Shell

Bottom Instrumentation

Stress
Intensity (psi)

37,100

50,500

45,400

55,000

95,000

55,000

19,000

28,600

59,340

Allowable Stress (psi)
(at Operating Temperature)

69,900

80,000

80,000

80,000

110,200

80,000

69,900

80,000

69,900
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TABLE 5.3-4

SUMMARY OF ESTIMATED CUMULATIVE FATIGUE USAGE FACTORS FOR
COMPONENTS OF THE REACTOR VESSEL

Item

Control Rod Housing

Head Flange

Vessel Flange

Stud Bolts

Primary Nozzles

Vessel Support

Core Support Pad (lateral)

Bot. Head to Shell

Bot. Instrumentation

Usage Factort *

54

0.015

0.015

0.032

0.042

0.042

0.0

0.22

0.03

* covers all transients

as defined in Section III of the ASME Boiler and Pressure Vessel Code,
Nuclear Vessels.
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TABLE 5.3-5

REACTOR VESSEL SURVEILLANCE PROGRAM SPECIMENS

FOUR CAPSULES CONTAIN1 "': TWO CAPSULES CONTAINV1: TWO CAPSULES CONTAIN("1 :

No. of No. of No. of
Charpys Tensiles WOLs

No. of No. of
Charpys Tensiles

No. of
WOLs

No. of No. of
Charpys Tensiles

No. of
WOLsMaterial

High NDT Plate 10 .... 10 2
(RW Direction)

High NDT Plate 10 2 4 10
(WR Direction)

Weld Metal 8 2 -- 8 2

Heat-Affected 8 .... 8 --

Zone Metal

ASTM Reference 8 .... 8

1 The following dosimeters and thermal monitors are included in each capsule:

4 10

10

2

8

8

8

2 4

Dosimeters Thermal Monitors

Iron
Nickel
Copper
Cobalt-Aluminum (0.15% Co)
Cobalt-Aluminum (Cadmium shielded)
U238 (Cadmium shielded)
Np 237 (Cadmium shielded)

97.5% Pb, 2.5%-Ag (- 579TF Melting Point)
97.5% Pb, 1.75% Ag, 0.75% Sn (- 590TF Melting Point)
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TABLE 5.3-6

REACTOR VESSEL MATERIAL SURVEILLANCE PROGRAM
SPECIMEN CAPSULE WITHDRAWAL SCHEDULE

UNIT 1

CAPSULE
DESIGNATION

T

U

x

Y

Z

W,S,V

CAPSULE

DESIGNATION

U

T

Y

x
,W,S,V,Z

CAPSULE
REMOVAL TIME (EFPY)

REMOVED (1.16)

REMOVED (3.52)

REMOVED (5.17)

8.5

32

STANDBY

UNIT 2

CAPSULE

REMOVAL TIME (EFPY)

REMOVED (1.27)

REMOVED (3.56)

8.5

13

STANDBY
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TABLE 5.3-7

UNIT 1 REACTOR VESSEL TOUGHNESS DATA

0

COMPONENT
Closure Head Dome
Closure Head Segment
Closure Head Segment.
Closure Head Flange
Vessel Flange
Inlet Nozzle
Inlet Nozzle
Inlet Nozzle
Inlet Nozzle
Outlet Nozzle
Outlet Nozzle
Outlet Nozzle
Outlet Nozzle
Upper Nozzle Shell
Lower Nozzle Shell
Inter. Shell
Inter. Shell
Lower Shell
Lower Shell
Bottom Head Trans.

Ring
Bottom Head Dome
Inter, to Lower Shell

Girth Weld Seam
Inter. Shell Long.

Weld Seam
Inter. Shell Long.

Weld Seam
Lower Shell Long.

Weld Seam
Nozzle to Inter. Shell

Girth Weld Seam

HEAT NO.
B9094-2
C5086-1
B8793-3
123W323
123V236
ZT3600-1
ZT3600-2
ZT3592-1
ZT3592-2
ZT3592-3
ZT3592-4
ZT3600-3
ZT3600-4
123V426
ZV3300
C3795-2
B7835-1
B7823-1
C3799-2
ZV3779

M/
A5

A5

A5

A5

Cu
\TERIAL TYPE (%)
338, CL. 1 .14

.09

.09
08, CL.2 -

.06

.12

.11

1.11

.10

.11

.06

.06
338, CL.1 .12

.12

.13

.15
08, CL.2 .09

NI

.55

.54

.52

.69

.68

.68

.67

.66

.67

.68

.68

.67

.68

.75

.83

.49
.49.48
.50
.71

P

.012

.014

.012

.010

.004

.009

.009

.011

.010

.010

.009

.011

.011

.005

.008

.010

.010

.013

.010

.010

TNDT
(OF)
20
10
10
55(a)

7(a)
60(a)
60(a)
60(a)
60(a)60(a)

46(a)
60(a)
60(a)
10
20

-10
-20
-20
-20
10

50 FT-LB/35 MIL
TEMP(a>(°F)

90
32
53
26
-2
27
41

103
51
60
16
52
46
43
.72
70
65 (Actual)
56 (Actual)
80 (Actual)
60

RTNDT(OF)
30
10
10
55

7
60

, 60
60
.60
60
46
60
60
10
20
10
5

-4
20
10.

TRANS(a)
USE (FT-LB)

77
103
96
96

131
79
82
77

.62
86
85
82

>63
115
87
85

115 (Actual)
115.5 (Actual)
116 (Actual)
92

B7777-1 A5338, CL.1
WF70(b) SAW

WF4(c)

WF8 (d

WF8(d)

WF154(e)
SA1769(')

SAW

SAW

SAW

SAW
SAW

- .62 .015 -30
.32 .56 .017 0(a)

.29 '55 .013. 0(a)

.29 .55 .013 0(a)

.29 .55 .013 0(a)

.31 .59 .013 0(a)

.26 .60 .019 0(a)

33 -27
.0

84

0

0

00

(a) Estimated
(b) Weld Wire
(c) Weld Wire
(d) Weld Wire
(e) Weld Wire
(f) Weld Wire

using Methods of U.S.NRC NUREG-0800. Branch Technical
Heat No. 72105 and Linde 80 Flux Lot No. 8669
Heat No. 8T1762 and Linde 80 Flux Lot No. 8597
Heat No. 8T1762 and Linde 80 Flux Lot No. 8632
Heat No. 406L44 and Linde 80 Flux Lot No.. 8720
Heat No. 71249 and Linde 80 Flux Lot No. 8738

Position MTEB 5-2, July, 1981
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TABLE 5.3-8

UNIT 2 REACTOR VESSEL.TOUGHNESS DATA

COMPONENT

Closure Head Dome
Closure Head Segment
Closure Head Segment
Closure Head Flange
Vessel Flange
Inlet Nozzle
Inlet Nozzle
Inlet Nozzle
Inlet Nozzle
Outlet Nozzle -
Outlet Nozzle
Outlet Nozzle
Outlet Nozzle
Upper Nozzle Shell
Lower Nozzle Shell
Lower Shell
Lower Shell
Inter. Shell
Inter. Shell
Bottom Head Trans.

Ring
Bottom Head Dome
Inter, to Lower Shell

Girth Weld Seam
Lower Shell Long.

Weld Seam
Inter. Shell Long.

Weld Seam
Nozzle to Inter. Shell
Girth Weld Seam

HEAT NO.

B9094-1
C4787-1A
C5086-2
124W609
2V-965
ZT4007-2
ZT3885-1
ZT3885
ZT3885
ZV3930
ZV3930
ZV3930
ZT3885-4
ZD3940
ZV3855
B8029-1
C4007-1
B8006-1
B8040-1
3V-433

MATERIAL TYPE
Cu NI P TNDTW% -M ) (OF)

A

K

ýA5

A5

A5

3338, CL.1 .14Is. . .13
It of .09

508, CL.2 .08
... • .12

* .11
II II .11

.11
I.... .11

.12

.11.... 5 .12
.... .11
08, CL.2 .07.... i.09
5338, CL.1 .12
" " .12
.... .12
.... .14
08. CL.2 .09

.55

.62

.54
.70
.74
.70
.58

ý.56
.56
.66
.65
L 67
.57
.62.
.66
.51
.53
.54
.52.
.76

.012

.008
.014
.010
.010
.009
.012
.011
.012
.010
.011
.011
.013
.008
.008
.010
.010
.010
.008
.010

-20
0

30
12(a)
60(a)
48(a)
60(a)
43(a)
60(a)
58(a)
48(a)55(a)

60(a)
10
10

-10
10
10

-10
0

50 FT-LB/35 MIL
TEMP(a)•.F)

71
30
45

-13
33
32
43
31
48
20
15
28
41
65
70
82
82 (Actual).
68
62
43

60

RTNDT

11
0

30
12
60
48
60
43
60
58
48
55
60
10
10
22
22.
10
2
0

0
0

TRANS(a)
USE (FT-LB)

72
88
88

105
79

>78
82
78

>84
93

>80
84

>61
106
>80181

94 (Actual)
89
92
87

72C4007-2 A5338,. CL.1
SA1769(b) SAW

WF29(c)

WF70(')

WF200(e)

SAW

SAW

SAW

.12 .53 .010 -20

.26 .60 .019 0(a)

.23 .63 .019 0(a)

.32 .56 .017 0(a)

.24 .63 .010 0(a)

0

0

0

(a) Estimated
(b) Weld Wire
(c) Weld Wire
(d) Weld Wire
(e) Weld Wire

using Methods of U.S.NRC NUREG-0800, Branch Technical
Heat No. 71249 and Linde 80-Flux Lot No. 8738
Heat No* 72102 and Linde 80 Flux Lot No. 8650
Heat No. 72105 and Linde 80 Flux Lot No. 8669
Heat No. 821T44 and Linde 80 Flux Lot No. 8773

Position MTEB 5-2, July, 1981
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REFERENCES FOR FIGURE 5.3-2 (2 of 4)

RADIATION INDUCED INCREASE IN TRANSITION
TEMPERATURE FOR Mn-Mo STEEL

Neutron
Temp, Exposure,

Material OF n/cm2 (> 1 Mev)

SA302B 450 5 x 10'8

SA302B 550 5 x 1018

SA302B 490 1.4 x 10'9

SA302B 550 6 x 106,17

SA302B 550 6 x 1017

SA302B 550 8 x 1018

SA302B 550 8 x 1018

SA302B 550 1.5 x 1019

SA302B 550 1.5 x 1019

All Steels <450 Various

SA302B <450 Various

Change in
NDTT,OF

140

65

200

30**

45

85**

100

130**

140

Various

Various

120

ori al s"

SA302B , 550 3 x 1019
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REFERENCES FOR FIGURE 5.3-2 (3 of 4)

Neutron
Temp,

References Material OF

Change in
Exposure,
n/cm2 (> 1 Mev)

NDTT,OF

13. Quarterly Report
of Progress,
"Irradiation
Effects on Reactor
Structural Material s"
11-1-64/1-31-64

14. Quarterly Report
of Progress,
"Irradiation
Effects on Reactor
Structural Materials"
11-1-64/1-31-64

15. Quarterly Report
of Progress,
"Irradiation
Effects on Reactor
Structural Materials"
11-1-64/1-31-64

16. Quarterly Report
of Progress,
"Irradiation
Effects on Reactor
Structural Materials"
11-1-64/1-31-64

17. NRL Report 6179
Page 9

18. NRL Report 6179
Page 9

19. NRL Report 6179
Page 9

20. NRL Report 6179
Page 9

21. NRL Report 6160

Page 15

* Plotted as a 550°F data point

SA302B

SA302B

SA302B

SA302B

550

550

550

550

3 x 1019

3 x 1019

3 x 1019

3 x 10"'

135

140

170

205

SA302B

SA302B

SA302B

SA302B

SA302B

475-540 5 x 1019

475-540 7 x 1019

475-540 9 x 1019

475-540 5 x 1019

225

260

310

320

200540* 4 x 10'9
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REFERENCES FOR FIGURE 5.3-2 (4 of 4)

References Temp,
Material OF

Neutron
Exposure,
n/cm2 (> 1 Mev)

Change in
NDTT,
OF22. NRL Report 6160

Page 15

23. Private Communi-
cation with NRL

24. Progress Report
No. 1,
"Irradiation
Tests on Reactor
Pressure Vessel
Steels in Br-3 Re-
actor Facilities"
August, 1965

25. IBID

26. Progress Report
No. 1,
"Irradiation
Tests on Reactor
Pressure Vessel
Steels in Br-3 Re-
actor Facilities
August, 1965"

27. IBID

Plotted as a 5500F data point

SA3028

SA302B

SA302B

SA302B

SA302B

540*

550

- 525

525

- 600

3 x 10"'

3.8 x 1018

5.4 x 1018

1.2 x 1019

9.5 x 1019

165

160

54

96

260
0,
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5.4 COMPONENT AND SUBSYSTEM DESIGN

The principal systems which are interconnected with the Reactor Coolant
System (RCS) are the Steam and Feedwater Systems, Chemical Volume and
Control System (CVCS) and the Safety Injection (SI) and Residual Heat
Removal (RHR) Systems. The RCS is dependent upon the steam generators, and
the Steam, Feedwater, and Condensate Systems for decay heat removal from
normal operating conditions to a reactor coolant temperature of
approximately 350°F. The layout of the system ensures the natural
circulation capability to permit plant cooldown following a loss of all
reactor coolant pumps (RCPs).

The flow diagrams of the Steam, Feedwater, and Condensate Systems are shown
in Figures 10.1-1 through 10.1-6. In the event that the condensers are not
available to receive the steam generated by residual heat, the water stored
in the Feedwater System may be pumped into the steam generators and the
resultant steam is vented to the atmosphere. The Steam, Feedwater, and
Condensate Systems are described in Chapter 10. In the event that the main
feedwater pumps are inoperable, the Auxiliary Feedwater (AFW) System will
supply water to the steam generators. The AFW System is described in
Section 6.8.

The SI System and the Emergency Core Cooling System (ECCS) portion of the

RHR System are described in Chapter 6. The CVCS is described in Chapter 9.

5.4.1 Reactor Coolant Pumps

5.4.1.1 Design Description

Each reactor coolant loop contains a vertical, single-stage, mixed-flow
pump which employs a controlled leakage seal assembly. A view of a
controlled leakage pump is shown in Figure 5.4-1 and the principal design
parameters for the pumps are listed in Table 5.4-1. The RCP estimated
performance and net positive suction head (NPSH) characteristics are shown
in Figure 5.4-2.

Reactor coolant is drawn up through the primary pump impeller, discharged
through passages in the diffuser and exits through a discharge nozzle in
the side of the casing. The rotor-impeller can be removed from the casing
for maintenance or inspection without removing the casing from the piping.
All parts of the pumps in contact with the reactor coolant are austenitic
stainless steel or equivalent corrosion resistant materials.

The pump employs a controlled leakage seal assembly to restrict leakage
along the pump shaft, a second seal which directs the controlled leakage
out of the pump, and a third seal which minimizes the leakage of water out
of the pump. The second and third seals drain to the reactor coolant drain
tank.
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A portion of the high pressure water flow from the charging pumps is
injected into the RCP between the impeller and the controlled leakage seal.
Part of the flow enters the RCS through a labyrinth seal in the lower pump
shaft to serve as a buffer to keep reactor coolant from entering the upper
portion of the pump. The remainder of the injection water flows along the
drive shaft, through the controlled leakage seal, and finally out of the
pump. A very small amount which leaks through the second seal is also
collected and removed from the pump. Flow measuring devices are installed
in the leakoff lines of the #1 and #2 seals.

An extensive test program has been conducted for several years to develop
the controlled leakage shaft seal for pressurized water reactor (PWR)
applications. Long term tests have been conducted on less than full-scale
prototype seals as well as on full-size seals. San Onofre, Connecticut
Yankee, and others have demonstrated satisfactory performance of the
controlled leakage shaft seal pump.

The squirrel cage induction motor driving the pump is air cooled and has
oil lubricated thrust and radial bearings. A water lubricated bearing
provides radial support for the pump shaft.

Component cooling water is supplied to the motor bearing oil coolers and
the thermal barrier cooling coil. The thermal barrier cooling coil insures
the cooling of seal water in the event of loss of injection water.

5.4.1.2 Bearings

The RCP motor bearings are of conventional design. The radial bearings are
the segmented pad type, and the thrust bearings are tilting pad Kingsbury
bearings. All are oil lubricated; the lower radial bearing and the thrust
bearings are submerged in oil, and the upper radial bearing is oil fed from
an impeller integral with the thrust runner. Low oil levels would signal
an alarm in the Control Room and require shutting down of the pump. Each
motor bearing contains embedded temperature detectors, so initiation of
failure, separate from loss of oil, would be indicated and alarmed in the
Control Room as a high bearing temperature. This, again, would require
pump shutdown. Even if these indications were ignored, and the bearing
proceeded to failure, the low melting point babbitt metal on the pad
surfaces would ensure that no sudden seizure of the bearing would occur.
In this event, the motor would continue to drive, as it has sufficient
reserve capacity to operate, even under such conditions. However, it would
demand excessive currents and, at some stage, would be shut down because of
high current demand.

The design requirements of the bearings are primarily aimed at ensuring a
long life with negligible wear, so as to give accurate alignment and smooth
operation over long periods of time. Therefore, the surface bearing
stresses are held at a very low value, and even under the most severe
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seismic transients or other accidents, they do not begin to approach loads
which cannot be adequately carried for short periods of time.

Because there are no established criteria for short-time stress-related
failures in such bearings, it is not possible to make a meaningful
quantification of such parameters as margins to failure, safety factors,
etc. A qualitative analysis of the bearing design, embodying such
considerations, gives assurance of the adequacy of the bearing to operate
without failure.

5.4.1.3 Locked Rotor

It may be hypothesized that the pump impeller might severely rub on a
stationary member and then seize. Analysis has shown that under such
conditions, assuming instantaneous seizure of the impeller, the pump shaft
would fail in torsion just below the coupling to the motors. This would
constitute a loss-of-coolant flow in the one loop, the effect of which is
analyzed in Chapter 15. Following the seizure, the motor would continue to
run without any overspeed, and the flywheel would maintain its integrity,
as it would still be supported on a shaft with two bearings.

There are no other credible sources of shaft seizure other than impeller
rubs. Any seizure of the pump bearing would be precluded by shearing of
the graphitar in the bearing. Any seizure in the seals would result in a
shearing of the antirotation pin in the seal ring. The motor has adequate
power to continue pump operation even after the above occurrences.
Indications of pump malfunction in these conditions would initially be high
temperature signals from the bearing water temperature detector and
excessive No. 1 seal leakoff indications, respectively. Following these
signals, pump vibration levels would be checked and found to be excessive,
and the pump would be shut down for investigation.

5.4.1.4 Critical Speed

The shafts are Type 347 stainless steel (American Society of Testing
Materials (ASTM) A-182 Grade F). This grade has columbium added to prevent
sensitization during thermal treatments and was specifically chosen for
this application to give assurance that the material will not become
sensitized during the stress-relieving treatment required for dimensional
stability.

As is generally the case with machines of this size, the shaft dimensions
are predicated on avoidance of shaft critical speed conditions, rather than
actual levels of stress.

There are many machines as large as the RCPs, and larger, that are designed
to run at speeds in excess of first shaft critical. However, it is
considered desirable for a superior product to operate below first critical
speed, and the RCPs are designed in accordance with this philosophy. This
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results in the shaft design which, even under the severest postulated
transient, gives very low values of actual stress. While it would be
possible to present quantitative data of imposed operational stress
relative to maximum tolerable levels, if the mode of postulated failure
were clearly defined, such figures would have little significance in a
meaningful assessment of the adequacy of the shaft to maintain its
integrity under operational transients. However, a qualitative assessment
of such factors gives assurance of the conservative stress levels
experienced during these transients.

So in each of these cases, the functional requirements of the component
control its dimensions. If these are met, the stress-related failure cases
are more than adequately satisfied.

It is thus considered to be out of the bounds of reasonable credibility
that any bearing or shaft failure could occur that would endanger the
integrity of the pump flywheel. There would not be added safety value
gained by the installation of RCP overspeed protection devices.

5.4.1.5 Missiles

Precautionary measures, taken to preclude missile formation from RCP
components, assure that the pumps will not produce missiles under any
anticipated accident condition.

Each component of the RCP motors has been analyzed for missile generation.
Any fragments of the motor rotor would be contained by the heavy stator.
The same conclusion applies to the pump impeller, because the small
fragments that might be ejected would be contained by the heavy casing.

The most adverse operating condition of the flywheels is visualized to be
the loss-of-load situation. The conservative design operation conditions
preclude missile production by the pump flywheels.

5.4.1.6 Seismic Considerations

The design specifications for the RCPs include as a design condition the
stresses generated by the ground acceleration due to a Design Basis
Earthquake (DBE). Besides examining the externally produced loads from the
nozzles and support lugs, an analysis is made of the effect of gyroscopic
reaction on the flywheel and bearings and in the shaft, due to rotational
movements of the pump about a horizontal axis, during the maximum seismic
disturbance.

The pump would continue to run, unaffected by such conditions. In no case
does any bearing stress in the pump or motor exceed or even approach a
value which the bearing could not carry.
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5.4.1.7 Pressure Retaining Capability

All the pressure bearing parts of the RCP are analyzed in accordance with
Article 4 of the ASME Boiler and Pressure Vessel (B&PV) Code, Section III.
This includes the casing, the main flange, and the main flange bolts. The
analysis includes pressure, thermal, and cyclic stresses, and these are
compared with the allowable stresses in the Code. No emergency or faulted
condition categories were defined or recognized by the design codes
identified in Table 5.2-1.

Mathematical methods of the parts are prepared and used in the analysis
which proceeds in two phases.

1. In the first phase, the design is checked against the design criteria
of the ASME B&PV Code with pressure stress calculations. Thermal
effects are included implicitly with the experience factors. By this
procedure, the shells are profiled to attain optimum metal
distribution with stress levels adequate to meet the more limiting
requirements of the second phase.

2. In the second phase, the interactivity forces needed to maintain
geometric capability between the various components are determined at
design pressure and temperature and are applied to the components
along with the external loads to determine the final stress state of
the components. These are compared with the Code allowable values.

There are no other sections of the Code which are specified as areas of
compliance, but where Code methods, allowable stresses, fabrication
methods, etc., are applicable to a particular component, they are used to
give a rigorous analysis and conservative design.

5.4.1.8 Flywheels

A flywheel on the shaft above the motor provides additional inertia to
extend flow coastdown. Each pump contains a ratchet mechanism to prevent
reverse rotation. The RCP flywheel is shown in Figure 5.4-3.

The flywheel blanks are fabricated from rolled, vacuum degassed, ASTM A-533
Grade B Class 1 steel plates. Flywheel blanks are flame-cut from the
plate, with allowance for exclusion for flame-affected metal. A minimum of
three Charpy tests are made from each plate parallel (RW, longitudinal) and
normal (WR, transverse) to the rolling direction; they determine that each
blank satisfies the design requirements. A nil ductility transition
temperature (NDTT) less than +10F is specified. Westinghouse has a great
deal of experience and data in determining fracture toughness of A-533
Grade B Class 1 steel utilizing fracture mechanics specimens as well as
Charpy-V specimens. Fracture mechanics specimens up to 12 inches in
thickness have been tested to characterize A-533 Grade B material. From
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Westinghouse's experience and those of others found in the literature, an
empirical relationship can be established for Charpy-V data and fracture
toughness data (Kic).

These design-fabrication techniques yield flywheels with primary stress at
operating speed (shown in Figure 5.4-4) less than 50% of the minimum
specified material yield strength at room temperature (1000 to 150°F).
Bursting speed of the flywheels has been calculated on the basis of
Griffith-Irwin's results (see Reference 1 and 2), to be 3900 rpm, more than
three times the operating speed.

A fracture mechanics evaluation was made on the RCP flywheel. This
evaluation considered the following assumptions:

1. Maximum tangential stress at an assumed overspeed of 125%;

2. A crack through the thickness of the flywheel at the bore; and

3. 400 cycles of startup operation in 40 years.

Using critical stress intensity factors and crack growth data attained on
flywheel material, the critical crack size for failure was greater than 17
inches radially and the crack growth data was 0.030 to 0.060 inches per
1000 cycles.

The finished flywheels are subjected to 100% volumetric ultrasonic
inspection using Section III Class A code. The finished machined bores are
also subjected to magnetic particle or liquid penetrant examination. No
preoperational overspeed tests on the flywheel were performed.

The flywheels were visually examined during the first refueling and will be
reexamined at the end of each 10-year interval. The outside surface of all
flywheels were examined by ultrasonic techniques during the second
refueling and were reexamined in the third period of the first ten year
interval. Upon disassembly for maintenance, or within each of the followup
10 year intervals, all flywheels shall have a surface examination performed
on the bore and key way areas. Additionally, a visual exam shall be
performed on 100% of the flywheel surface, including the pawls. Where new
inspection techniques are developed which would extend existing
capabilities, these inspection techniques will, where possible, be
incorporated into the Inservice Inspection Program. Acceptance criteria
shall be in accordance with ASME III Class A.

5.4.1.9 Tests and Inspections

The RCPs are inspected in accordance with Zion Station's Inservice
Inspection Program.
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5.4.2 Steam Generators

The steam generators are vertical shell and U-tube heat exchangers with
integral moisture separating equipment. The reactor coolant flows through
the inverted U-tubes, entering and leaving through the nozzles located in
the hemispherical bottom head of the steam generator. Antivibration bars
(AVB) are installed on the tube bundles to help prevent flow induced
vibrations. The head is divided into inlet and outlet chambers by a
vertical partition plate extending from the head to the tube sheet.
Manways are provided for access to both sides of the divided head.
Feedwater enters the steam generator through a feedring, which has been
provided with J-tubes to reduce the potential for water hammer. The
feedring is located just above the U-tubes and the water 'is directed down
through the annulus between the tube wrapper and the shell, and then upward
through the tube bundle. Steam is generated on the shell side and flows
upward through the moisture separators to the outlet nozzle at the top of
the vessel.

The units are primarily low-alloy steel. The heat transfer tubes are
Inconel, the primary side of the tube sheets are clad with Inconel, and the
interior surfaces of the reactor coolant channel heads and nozzles are clad
with austenitic stainless steel. A steam generator of this type is shown
in Figure 5.4-5 and design data are given in Table 5.4-2.

The steam generators were constructed with weld deposited cladding in the
center lane where the partition plates attach to the tube sheet. Previous
experiences with clad detachment were in plants with partition plates
attached to deta (explosive deposited) cladding. No clad detachment on
steam generators with weld deposited cladding has occurred.

The steam generators are designed to produce the steam flow required at
full power operation. The internal moisture-separating equipment is
designed to insure that the moisture carryover will not exceed 0.25% by
weight under the following conditions:

1. Steady-state operation up to 105% of full-load steam flow, with water
at the normal operating level;

2. Loading or unloading at a rate of 5% of full power steam flow per
minute in the range from 15% to 105% of full load steam flow; or

3. A step-load change of 10% of full power in the range from,15% to 105%

full load steam flow.

5.4.2.1 Blowdown and Seismic Loads

Calculations confirm that the steam generator tube sheet will withstand the
loading (which is quasi-static rather than a shock loading) by loss of
reactor coolant. The maximum primary membrane stress plus primary bending
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stress in the tube sheet under these conditions is 23,853 psi. This is
well below ASME Section III yield strength of 41,112 psi at 660°F.

The rupture of primary or secondary piping has been assumed to impose a
maximum pressure differential of 2485 psi across the tubes and tube sheet
from the primary side; a secondary piping rupture assumes that a maximum
pressure differential of 1100 psi across the tubes and tube sheet from the
secondary side will be imposed. Under these conditions there is no rupture
of the primary to secondary boundary, including the tubes and tube sheet.
This criterion prevents any violation of the containment boundary.

To meet this criterion, it has been established that under the postulated
accident conditions, where a primary to secondary side differential
pressure of 2250. psia exists, the primary membrane stresses in the tube
sheet ligaments, averaged across the ligament and through the tube sheet
thickness, does not exceed 90% of the material yield stress at the
operating temperature.

A complete tube sheet analysis was performed to verify the structural
integrity of the primary-secondary boundary under blowdown plus seismic
conditions.

Also, the primary membrane stress plus primary bending stress in the tube
sheet ligaments, averaged across the ligament width at the tube sheet
surface location giving maximum stress, does not exceed 135% of the
material yield stress at the operating temperature. This criterion is felt
to be applicable to abnormal operating circumstances in that it is
consistent with the ASME B&PV Code, Section III, Paragraph N-712 for
hydrotest criteria. The stresses and stress factors in the actual design
tube sheet, obtained by using the above stress criteria, are given in Table
5.4-3.

The tubes have been designed to the requirements (including stress
limitations) of Section III for normal operation, assuming 2485 psig as the
normal operating pressure differential. Hence, the secondary pressure loss
accident condition imposes no extraordinary stress on the tubes beyond that
normally expected and considered in Section III requirements.

No significant corrosion of the Inconel tubing is expected during the
lifetime of the unit. The corrosion rates reported by Berry and Fink (see
Reference 3) show a "worst case" rate of 15.9 mg/dm2 in the 2000-hour test
under steam generator operating conditions. Conversion of this rate to a
40-year plant life gives a corrosion loss of 1.3 x 10-3 inch which is
insignificant compared to the nominal tube wall thickness of 0.050 inch.

In the case of a primary pressure loss accident, the secondary-to-primary
pressure differential can reach 1100 psig. This pressure differential is
less than the primary-to-secondary design pressure differential (1520 psi)
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for normal operating conditions. Hence, no stresses in excess of those
covered in Section III for normal operation are experienced on the tube
sheet for this accident case. ASME Section VIII design curves for
iron-chromium- nickel steel cylinders under external pressure indicate a
collapse pressure of 2310 psi for tubes having the minimum factor of safety
of 2.4 against collapse. Collapse tests of 7/e-inch outside diameter
straight tubes with 0.050-inch thick walls at room temperature indicate
actual tube strengths are significantly higher than specification, and a
collapse pressure of 6000 psi was recorded for the straight tube. The Code
charts indicate a collapse pressure of 2740 psi for this tube. The
difference is attributed to the fact that the yield strength of the tube
tested was 44,000 psi. The Code charts are based on a yield strength of
approximately 29,000 psi at room temperature.

Consideration has been given to the superimposed effects of secondary side
pressure loss and the DBE loading. The fluid dynamic forces on the
internal components affecting the primary-to-secondary boundary (tubes)
have been considered as well. For this condition, the criterion is that no
rupture of the primary-to-secondary boundary (tubes and tube sheet) occurs.

For the case of the tube sheet, the DBE loading will contribute an
equivalent static pressure loading over the tube sheet of less than 10 psi
(for vertical shock). Such an increase is small when compared to the
pressure differentials (up to 2485 psig) for which the tube sheet is
designed. Under horizontal shock loading of the Design Basis Earthquake,
the stresses are less than those for 1.Og gravity loading experienced in a
horizontal position, which the design can readily accept.

The fluid dynamic forces on the internals under secondary side steam break
accident conditions indicate, in the most severe case, that the tubes are
adequate to constrain the motion of the baffle plates with some plastic
deformation, while boundary integrity is maintained.

The ratio of the allowable stresses on various components (based on an
allowable membrane stress of 0.9 of the nominal yield stress of the
material) to the computed stresses for a primary-to-secondary pressure
differential of 2485 psig are summarized in Table 5.4-4.

The evaluation of Westinghouse steam generator tube sheets is performed in
accordance with the ASME B&PV Code for Nuclear Vessels, Section III,
Article 4 - Design. The design criteria considered steady state,
transient, and emergency operations specified in the Equipment
Specification. Due to the complex nature of the tube-tubesheet-shell-head
structure, the analysis of the tubesheet required the application of
results of related research programs (such as the design data on perforated
plates resulting from Piping and Valve Review Committee (PVRC) programs)
and the utilization of then current techniques in computer analysis, the
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application of which was verified by comparison of analytical and
experimental results for related equipment.

The introductory paragraph, 1-900, of the ASME B&PV Code, Section III
states that consideration may be given to the stiffening effect of tubes in
perforations and staying action of the tubes (if applicable), effect of
stiffening on the plate stress levels, etc. Further, the stress analysis
methods in Appendix I of Section III are described as accepted techniques
for obtaining solutions to problems for which these procedures are
applicable. Use of other valid analytical or experimental techniques are
allowed and are required where necessary.

The Nuclear Pressure Vessel Code Article 1-9 provides the techniques for
analysis of perforated plates, but the stress intensity levels for
perforated plates are given for triangular perforation arrays.
Westinghouse tube sheets contain square hole arrays. Hence, Westinghouse
utilizes its own data and that obtained from PVRC research in square array
perforation patterns for development of similar charts for stress intensity
factors and elastic constants. The resulting stress intensity levels and
fatigue stress ranges are evaluated according to the stress limitation of
the Code.

The Westinghouse analysis of the steam generator tubesheet is included as
part of the Stress Report requirement for Class A Nuclear Pressure Vessels.
The evaluation is based on the stress and fatigue limitations outlined in
Article 4 of Section III. The stress analysis techniques utilized include
all factors considered appropriate for conservative determination of the
stress levels utilized in evaluation of the tubesheet complex. The
analysis of the tubesheet complex includes the effect of all appurtenances
attached to the perforated region of the tubesheet and involves the heat
conduction and stress analysis of the tubesheet, channel head, and
secondary shell structure for particular steady design conditions for which
Code stress limitations were to be satisfied. Also included were discrete
points during transient operation for which the temperature/pressure
conditions must be known to evaluate maximum and minimum stress for fatigue
life usage. In addition, limit analyses were performed to determine
tubesheet capability to sustain emergency operating conditions for which
elastic analysis does not suffice. The analytic techniques utilized were
computerized and significant stress problems were verified experimentally
to justify the techniques when possible.

The analytic treatment of the tube-tubesheet complex includes determination
of elastic equivalent plate stress within the perforated region from an
interaction analysis utilizing effective elastic constants appropriate to
the nature of the perforation array. For the perforated region of the
tubesheet, the flexural rigidity is based on studies of behavior of plates
with square hole arrays utilizing techniques such as those reported by
O'Donnell (see Reference 4), Mahoney (see Reference 5), Lemcoe (see
Reference 6), and others. Similarly, stress intensity factors are
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determined for square hole arrays using the combined equivalent plate
interaction forces and moments applied to results of photo-elastic tests of
model coupons of such arrays, as well as verification using computer
analysis techniques such as "Point Matching" or "Collocation". The stress
analysis considers stress due to symmetric temperature and pressure
distribution, as well as asymmetric temperature distribution due to
temperature drop across the tubesheet divider lane.

The fatigue analysis of the complex was performed at potentially critical
regions in the complex, such as the junction between tubesheet and channel
head or secondary shell, as well as at many locations throughout the
perforated region of the tubesheet. For the holes for which fatigue
evaluation is done, several points around the hole periphery were
considered to assure that the maximum stress excursion was considered. The
fatigue evaluation was computerized to include stress maxima-minima
excursions considered on the intra-transient basis.

The evaluation of the tube-to-tubesheet juncture of Westinghouse PWR System
steam generators is based on a stress analysis of the interaction between
tube and tubesheet hole for the significant thermal and pressure transients
that are applied to the steam generator in its predicted histogram of
cyclic operation. The evaluation is based on the numerical limits
specified in the ASME B&PV Code, Section III.

In the analysis of the interaction system, the tube hole behavior is a
function of the behavior of the entire tubesheet complex with attached head
and shell. Hence, the output of the tubesheet analysis, giving equivalent
plate stresses in the perforated region, was utilized in determining the
free boundary displacements of the perforation to which the tube is
attached.

Analysis of the juncture for the fillet-type weld utilized in the
Westinghouse steam generator design was made with consideration of the
effect of the rolled-in joint in the weld region, and that the tube
flexure, relative to the perforation, is not inhibited by the rolled-in
effect.

The major concern in fatigue evaluation of the tube weld is the fatigue
strength reduction factor to be assigned to the weld root notch. For this
reason, Westinghouse conducted low-cycle fatigue tests of tube material
samples to determine the fatigue strength reduction factor and applied it
to the analytic interaction analysis results in accordance with the
accepted techniques in the Nuclear Pressure Vessel Code for Experimental
Stress Analysis. The fatigue strength reduction factor determined
therefrom is not different from that reported in the well-known paper on
the subject by O'Donnell and Purdy (see Reference 7). An actual tubesheet
joint contained in a tubesheet was successfully tested experimentally under
thermal transient conditions much more severe than that achieved in
anticipated power plant operation.
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A wide range of computational tools were utilized in these solutions
including finite element, heat conduction and thin shell computer
solutions. In addition, analysis techniques have been verified by photo-
elastic model tests and strain gaging of prototype models of an actual
steam generator tubesheet.

To evaluate the ultimate safety of the structural complex, a computer
program for determining a lower-bound pressure limit for the complex based
on elastic-plastic analysis was developed and applied to the structure.
This.was verified by a strain gage on a steel model of the complex which
was tested to failure.

In all cases evaluated, the Westinghouse steam generator tubesheet complex
meets the stress limitations and fatigue criteria specified in Article 4 of
the Code as well as emergency condition limitations specified in the
Equipment Specifications or otherwise anticipated.

In this way the tube-tubesheet integrity of a Westinghouse steam generator
was demonstrated under the most adverse conceivable conditions resulting
from a major breach in either the primary or secondary system piping.

Tabulations of significant results of the tubesheet complex are in Tables
5.4-5 through 5.4-12 and Figures 5.4-6 through 5.4-8. Figure 5.4-9 denotes
the primary-secondary boundary components shell locations.

5.4.2.2 Secondary Side Flow Instabilities

Steam generator water hammer has occurred as a result of the rapid
condensation of steam in the feedwater line and the consequent acceleration
of a slug of water, which upon impact with the piping system, causes undue
stresses in the piping and its support system. The potential for steam
generator water hammer is eliminated if the feedwater system is maintained
full of water.

J-shaped discharge tubes have been installed on the top of each steam
generator feedring to provide for top discharge of water rather than bottom
discharge. During periods of feedring uncovery, this arrangement increases
the time for complete drainage of the feedring and associated horizontal
piping, from less than one minute to about 30 minutes, over the original
bottom hole discharge design. Also, the J-tube design permits feedwater
flow rates as low as 10 gpm to keep the feedring and feedwater piping full
of water until feedring recovery occurs. The J-tube arrangement, in
conjunction with prompt automatic initiation of auxiliary feedwater flow,
eliminates the potential for water hammer.

The safety and technical evaluations for steam generator water hammer at
Zion Station are presented in Appendices IOB and IOC, respectively.
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5.4.2.3 Steam Generator Inservice Inspection

The steam generators are inspected in accordance.with the Technical
Specifications.. The ASME Code for Inservice Inspection of Nuclear Power
Plant Components. Section XI, is used as a guideline for inservice
inspection requirements to the maximum extent possible.

Steam generator tubes are inspected in accordance with the Technical
Specifications. Steam generator tubes may be repaired by installing
sleeves and then returned to service. If a tube exceeds the allowed
degradation limits as specified in Technical Specifications, it is plugged
and removed from service.

5.4.3 Reactor Coolant Pipinq

The reactor coolant piping and fittings which make up the-loops are
austenitic stainless steel. All smaller piping which comprises part of the
RCS boundary, such as the pressurizer surge line, spray and relief line.
loop drains, and connecting lines to other systems. are also austenitic
stainless steel. All joints and connections are welded, except for the
pressurizer relief and the pressurizer code safety valves, where flanged
joints are used. Thermal sleeves are installed at points in the system
where high thermal stresses could develop due to rapid changes in fluid
temperature during normal operational transients. These points include:

1. Charging connections from the CVCS:

2. Return lines from the RHR Loop (also part of the ECCS)•

3. Both ends of the pressurizer surge line; and

4. Pressurizer spray line connection to the pressurizer.

Thermal sleeves are not provided for the remaining injection connections of
the ECCS since these connections are not in normal use.

All piping systems have been designed and supported to preclude excessive
vibration under startup and operating conditions, as delineated in
Paragraph 116(a) of American Standards Association (ASA) B31.1 This is
accomplished by means of variable spring hangers, rigid supports, constant
support hangers,, pipe anchors, guides, and snubbers.

During the course of the Preoperational Test Program, all piping systems
were visually checked for excessive vibration under such transient
conditions as are imposed by routine starting and stopping of pumps and
opening and closing of valves. A separate "Vibration Operational Test
Program" was not required by B31.1.
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In addition to visually checking all systems for excessive vibration during
the Preoperational Test Program, specific attention was directed at
evaluating possible vibration problems during the performance of the
transients listed in Table 5.4-26.

No specific "go-no go" criteria has been established for determining the
acceptance of piping systems or components in terms of vibration
requirements. Systems and components were physically examined (visually)
for the following types of deficiencies which are indicative of a possible
vibration problem:

1. Cracks in the grouting of equipment foundations;
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2. Leaking gaskets in piping systems and pump seals;
3. Leaks from flanged connections in piping systems;
4. Metal to metal contact indications on piping system restraints; or
5. Water hammer "noises" during transient operations.

If the above types of indications were observed, further investigation was
performed to establish and correct any adverse conditions.

All piping connections from auxiliary systems are made above the horizontal
centerline of the reactor coolant piping, with the exception of:

1. RHR pump suction, which is 45 degrees down from the horizontal
centerline. This enables the water level in the RCS to be lower in
the reactor coolant pipe while continuing to operate the RHR System
should this be required for maintenance;

2. Loop drain lines and the connection for level measurement of water in
the RCS during refueling and maintenance operation; and

3. The differential pressure taps for flow measurement are downstream of
the steam generators on the 90' elbow.

Penetrations into the coolant-flow path are limited to the following:

1. The spray line inlet connections extend into the cold-leg piping in
the form of a scoop so that the velocity head of the reactor coolant
loop flow adds to the spray driving force;

2. The Reactor Coolant Sample System taps are inserted into the main
stream to obtain a representative sample of the reactor coolant;

3. The resistance temperature detector (RTD) hot leg bypass connections
are scoops which extend into the reactor coolant to collect a
representative temperature sample for the RTD manifold; and

4. The wide range temperature detectors are located in RTD wells that
extend into the reactor coolant pipes.

Principal design data for the reactor coolant piping are given in Table
5.4-13.

Following is a basic description of the procedures that were originally
used to perform a dynamic analysis of the Reactor Coolant Loop Piping
System.
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The analysis of the Reactor Coolant Loop/Supports System was based on an
integrated analytical model which included the effects of the supports and
the supported equipment.

A three-dimensional, multimass, elastic-dynamic model was constructed to
represent the Reactor Coolant Loop/Supports System. The seismic floor
spectrum at the internal concrete-to-support interface, obtained from an
elastic-dynamic model of the reactor containment internal structure, was
used as input to the piping analysis.

The dynamic analysis employed displacement method, lumped parameter,
stiffness matrix formulations and assumed that all components behave in a
linearly elastic manner. The proprietary computer code WESTDYN was used in
this analysis. Table 5.4-14 describes the loading conditions and
corresponding stress limits employed in all Seismic Class I piping,
including RCS piping.

The stresses resulting from the different loading conditions were combined
in a conservative manner and are compared to the allowable values as noted
on Tables 5.4-15 through 5.4-18.

The Faulted Conditions or "Limiting Faults" are events which are not
expected to occur, but are postulated because their consequences may impair
public health and safety. The DBE is an example of such a postulated event
due to its extremely low probability of occurrence. Protection of public
health and safety during and after the DBE is assured by designing the
critical structures and equipment so that the plant can be shutdown and
kept in a safe shutdown condition.

The following describes the loading conditions and resulting stresses for
the reactor coolant loop analysis. The completed analysis shows that the
reactor coolant loop piping will experience stresses below the USA Standard
(USAS)-B31.1.0-1967 allowables using these loading conditions. A complete
description of the seismic analysis performed on piping is presented in
Section 3.7.3.

5.4.3.1 Normal Operating Loads

System design operating parameters were used as the basis for the analysis
of equipment, coolant piping and equipment support structures for normal
operating loads. The analysis was performed using a static model to
predict deformation and stresses in the system under normal operating
conditions. The analysis, with respect to the piping and vessels, was in
accordance with the provisions of USAS B31.1 and ASME Section III. Results
of the analysis gave six generalized force components, three bending
moments and three forces. These moments and forces were resolved into
stresses in the pipe in accordance with the applicable codes. Stresses in
the structural supports were determined by the material and section
properties assuming linear elastic small deformation theory.
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5.4.3.2 Seismic Loads

Analysis for seismic loads was based on a dynamic model. The appropriate
floor spectral accelerations were used as input forcing functions to the
detailed dynamic model. The loads developed from the dynamic model were
incorporated into a detailed support model to determine the support member
stresses. The seismic analyses of Seismic Class I piping, including the
RCS piping, is discussed in detail in Section 3.7.3.

5.4.3.3 Blowdown Loads

Analysis of blowdown loads resulting from a loss-of-coolant accident was
based on the time-history response of simultaneously applied blowdown
forcing functions on a single broken loop dynamic model. The forcing
functions are defined at points in the system loop where changes in cross
section or direction of flow occur such that differential loads are
generated during the blowdown transient. The loads developed from the
dynamic model were incorporated into a detailed support model to determine
the equipment support member stresses.

5.4.3.4 Combined Blowdown and Seismic Loads

The stresses in components resulting from normal loads and the worst case
blowdown analysis were combined with the worst case seismic analysis to
determine the maximum stress for the combined loading case and is discussed
in Appendix 5A. This is considered a very conservative method since it is
highly improbable that both maxima will occur at the same instant. These
stresses were combined to determine that the Reactor Coolant Loop/Supports
System will not lose its intended functions under this highly improbable
situation. In the combination of loading, the DBE has been treated as part
of the loading for the emergency and the faulted conditions.

5.4.4 Main Steamline Flow Restrictions

Each steamline is routed from its steam generator to one of the two
feedwater-steamline tunnels by the shortest possible route. A flow
restrictor is located in each line to limit the maximum flow and the
resulting thrust forces created by a steamline break. The restrictor
possesses a 16-inch diameter minimum section and is designed for minimum
unrecovered pressure loss. It is located inside the Containment, as close
to the steam generator as possible. This action minimizes the length of
steam piping exposed to, and restrained against, the higher thrust loads.

The overall length of each flow limiter is approximately 67 inches. They
are located in the main steamlines from each generator, 20 feet from the
main steam outlet nozzle. The flow limiter is sized to limit the cooldown
rate of the RCS so an adequate shutdown reactivity margin will be
maintained after a trip at end of core life, following a steamline break
upstream of the main steam isolation valves. The criteria used to design
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and locate steamline restraints downstream of the flow limiters was the
same as that used upstream of the limiter; namely, any credible main
steamline rupture within the Containment will not result in a loss of
containment integrity. A detailed analysis of a steamline break inside
Containment is presented in Section 15.1.5. An analysis of a
steamline/feedline break outside Containment is presented in Appendix 3A.
The effects of other high-energy line breaks occurring outside of the
Containment are presented in Appendix 3B.

5.4.5 Main Steamline Isolation System (BWRs Only)

This section is not applicable to Zion Station.

5.4.6 Reactor Core Isolation Cooling System (BWRs Only)

This section is not applicable to Zion Station.

5.4.7 Residual Heat Removal System

The RHR System is designed to remove residual and sensible heat from the
core and reduce the temperature of the RCS during the second phase of plant
cooldown. During the first phase of cooldown, the temperature of the RCS
is reduced by transferring heat from the RCS to the Steam and Power
Conversion System (Chapter 10).

In addition, portions of the system are utilized as parts of the ECCS and
the Containment Spray (CS) System. These functions and the associated
analyses are discussed in this chapter. Refer to Figure 5.4-10 for a
schematic presentation of the RHR System.

The RHR System provides sufficient capability in the emergency operational
mode to accommodate any single active failure and still function in a
manner to avoid risk to the health and safety of the public. Refer to
Chapter 6 and Chapter 15 for a discussion of the operability and capability
of the RHR System in an emergency core cooling role.

The system design precludes any significant reduction in the overall design
reactor shutdown margin when cooling water is introduced into the core for
decay heat removal or during the emergency core cooling recirculation mode
of operation.

System components whose design pressure and temperature are less than the
RCS design limits are provided with redundant isolation means and
overpressure protective devices.

All system active components which are relied upon to perform the system
functions are redundant, and the system design includes provision for
hydrostatic testing of system components to applicable Code test pressures.
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5.4.7.1 Residual Heat Removal System Description

The RHR System (shown in Figure 5.4-10) consists of two RHR heat
exchangers, two RHR pumps, and associated piping, valves, and
instrumentation. The instrumentation is discussed in Chapter 7.

During plant cooldown, coolant flows from the RCS to the RHR pumps, through
the tube side of the RHR heat exchangers, and back to the RCS. The inlet
line to the RHR System loop begins at the hot leg of reactor coolant loop
A, and the return line connects to all four cold legs or can be routed to
loops A and D hot legs. The RHR heat exchangers and pumps are used to cool
and circulate the water during the latter phase of Emergency Core Cooling
and CS System operation. These duties are defined in Chapter 6. The heat
loads are transferred by the RHR heat exchangers to the component cooling
water.

During plant cooldown, the cooldown rate of the reactor coolant is
controlled by regulating the flow through the tube side of the RHR heat
exchangers. A bypass line and a remotely-operated control valve around
each RHR heat exchanger are used to maintain a constant flow through the
RHR System.

The RHR System is isolated from the RCS by two remotely-operated valves on
the suction side of the RHR pumps. These are the isolation valves from the
RCS to the RHR pumps, MOV-RH8701 and MOV-RH8702. Two check valves in
series and a remotely-operated valve provide isolation from the RCS in the
discharge lines of the RHR pumps.

When RCS pressure exceeds the RHR System design pressure of 600 psig, an
interlock between the RCS wide range pressure channels and the RHR inlet
valves (MOV-RH8701 and MOV-RH8702) automatically closes these valves if
they are open. A second interlock with a lower setpoint prevents these
valves from opening if the 425 psig setpoint is exceeded.

Another set of remotely-operated valves (RWST to RHR pump suction valves
MOV-RH8700A and MOV-RH8700B) are interlocked to prevent direct transfer of
RCS water from the RHR pump hot leg suction to the Containment
recirculation sump (via valves MOV-SI8811A and MOV-SI8811B) during normal
conditions or from the Containment to the RWST (via valves MOV-SI8812A and
MOV-SI8812B) during accident conditions. This interlock permits MOV-
RH8700A (or MOV-RH8700B) to be open only if MOV-CS0049, MOV-CS0050, MOV-
S18804A, and MOV-SI8811A (or MOV-CS0049, MOV-CSO050, MOV-SI8804B, and MOV-
S18811B) are closed. Refer to Figure 5.4-10.

5.4.7.1.1 Codes and Classifications

All piping and components of the RHR System are designed to the applicable
codes and standards listed in Table 5.4-19. Since the loop contains
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reactor coolant when it is in operation, austenitic stainless steel piping
is employed.

5.4.7.1.2 Equipment and Component Description

The RHR component design data are listed in Table 5.4-20. A description of
nondestructive tests applied to Seismic Class I components is included in
Chapter 6. For further information on the nondestructive tests, refer to
Table 6.3-2.

5.4.7.1.2.1 Residual Heat Exchangers

Two (Seismic Class I) RHR heat exchangers are installed in the system.
Each exchanger is designed to remove one-half of the residual heat load.
The design is based on heat load and temperature differences between tube
side and shell side existing approximately 20 hours after reactor trip,
when the temperature difference between the reactor coolant and the
component cooling water is small.

The RHR heat exchangers are of the shell and U-tube type. Reactor coolant
circulates through the tubes, while component cooling water circulates
through the shell. The tubes are welded to the tube sheet to prevent
leakage of reactor coolant.

The tubes and other surfaces in contact with reactor coolant are austenitic

stainless steel, while the shell is carbon steel.

5.4.7.1.2.2 Residual Heat Removal Pumps

The two (Seismic Class I) RHR pumps are vertical, centrifugal units with
mechanical seals to prevent reactor coolant leakage to the atmosphere. All
pump parts in contact with reactor coolant are austenitic stainless steel
or equivalent corrosion-resistant material.

A low-pressure alarm in the suction line of the RHR pumps annunciates in
the Control Room. This alerts operators to take corrective action to
prevent damage to the RHR pumps.

5.4.7.1.2.3 Residual Heat Removal System Valves

The valves used in the RHR System are constructed of austenitic stainless
steel or equivalent corrosion-resistant material.

Manual isolation valves are provided to isolate equipment for maintenance.
Throttle valves are provided for remote manual control of residual heat
exchanger tube side flow, and for remote manual control of bypass flow.
Check valves prevent reverse flow through the RHR pumps.

Subsequent to the original design, check valves (RH0257 and RH0258) were
installed in RHR pump discharge piping to hydraulically decouple pump
minimum flow recirculation paths. This configuration eliminates the
potential for one pump to deadhead the other while running simultaneously
on recirculation and thus prevent potential damage due to cavitation.
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Isolation of the RHR System is achieved with two remotely-operated series
stop valves in the pipe from the RCS to the RHR pump suction, and by two
check valves in series plus a remotely-operated stop valve in each line
from the RHR pump discharge to the RCS. Overpressure in the RHR System is
relieved through a relief valve to the pressurizer relief tank in the RCS.

Valves that perform a modulating function are equipped with two sets of
packing and an intermediate leakoff connection that discharges to the Waste
Disposal System.

Manually-operated valves have backseats to facilitate repacking and to
limit the stem leakage when the valves are open. Leakoff connections are
provided where required by valve size and fluid conditions.

5.4.7.1.2.4 Piping

All RHR piping is austenitic stainless steel. All piping joints and
connections are welded except where flanged connections are required to
facilitate maintenance.

5.4.7.2 Design Evaluation

5.4.7.2.1 Availability and Reliability

For RCS cooldown, the unit is provided with two RHR pumps and two RHR heat
exchangers. If one of the two pumps, or one of the two heat exchangers, or
one pump and one heat exchanger is not operable, safe cooldown of the plant
is not compromised; however, the time for cooldown is extended.

5.4.7.2.2 Incident Control

The RHR System is connected to the reactor coolant loop A hot leg on the
suction side and to each of the reactor coolant piping cold legs on the
discharge side. The discharge side is also connected to two of the reactor
coolant piping hot legs. On the suction side, the connection is through
two electric motor-operated gate valves in series which are interlocked
with RCS pressure. On the discharge side, the connection is made through
an electric motor-operated valve and two check valves in series.

Should a large tube side to shell side leak develop in a RHR heat
exchanger, the water level in a component cooling surge tank would rise,
and the operator would be alerted by a high-water alarm.

If the leaking RHR heat exchanger could not be isolated from the Component
Cooling Water System before the inflow completely filled the surge tank,
the overflow vent line-would discharge the excess water to the drain
header.
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Since the RHR System is required for long-term, postaccident removal of
decay heat from the reactor core and Containment, independent piping
systems are provided for the redundant active components so that excessive
leakage resulting from the deterioration of, or failure in, some passive
element in the system can be identified and isolated without complete
system loss of function.

Massive failure of piping is not considered credible because long term
operation of the system occurs only at low pressures and temperatures, and
the system is protected from environmental conditions by the Seismic Class
I structures.

Special precautions have been taken to assure that, in the event of a pipe
rupture, the RHR System will be able to function during the cooldown phase
of the plant shutdown. The two redundant RHR pump discharge lines have
been routed separately and have been located behind barriers in the
Containment to prevent damage from other lines which might whip in the
event of their rupture. Alternate methods of cooldown, such as the loop
and drain line and the letdown line, have been routed separately from the
RHR pump suction line to prevent their damage in the event that the suction
line should rupture. Check Valves on the RHR pump discharge lines and the
normally-closed motor-operated gate valve on the RHR pump suction line have
been located as close as possible to the reactor coolant loop connections,
thereby shortening the length of pipe containing pressurized water and
preventing pipe whip from occurring. All three RHR lines have been
anchored to the missile barrier wall to prevent reactor coolant pipe
rupture forces from being transferred to the Containment through the RHR
branches.

5.4.7.2.3 Malfunction Analysis

A failure analysis of RHR pumps, heat exchangers, and valves is presented
in Table 5.4-21.

5.4.7.3 Tests and Inspections

The RHR pump flow instrumentation is calibrated during each refueling
operation. Periodic visual inspections and preventive maintenance are
conducted during plant operation. Refer to Chapter 6 and the Technical
Specifications.

5.4.8 Reactor Water Cleanup System (BWRs Only)

This section is not applicable to Zion Station.
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5.4.9 Main Steamline-and Feedwater Piping

Main steamline and feedwater piping does not form part of the reactor
coolant pressure boundary on PWRs. Therefore, this section is not
applicable to the Zion Station.

5.4.10 Pressurizer

5.4.10.1 Design Description

5.4.10.1.1 Pressurizer Vessel

The pressurizer provides a point in the RCS where liquid and vapor can be
maintained in equilibrium, under saturated conditions, for control
purposes.

The pressurizer is a vertical, cylindrical vessel with hemispherical top
and bottom heads constructed of low-alloy steel, with austenitic stainless
steel cladding on all surfaces exposed to the reactor coolant. Electrical
heaters are installed through the bottom head of the vessel, while the
spray nozzle and the relief and safety valve connections are located in the
top head of the vessel. The heaters are removable for maintenance or
replacement.

A missile barrier has been installed around that portion of the pressurizer
that extends above the loop compartment. This barrier will prevent
potential missiles from reaching the Containment liner, engineered
safeguard pipes, or essential equipment which is located outside the
reactor compartments and will protect the pressurizer from potential
missiles.

The pressurizer is designed to accommodate positive and negative surges
caused by load transients. The surge line, which is attached to the bottom
of the pressurizer, connects the pressurizer to the hot leg of a reactor
coolant loop. During an insurge, the spray system, which is fed from two
cold legs, condenses steam in the vessel to prevent the pressurizer
pressure from reaching the setpoint of the PORVs. The spray valves on the
pressurizer are modulating, air-operated, ball-type, control valves. In
addition, the spray valves can be operated manually by a manual/auto
controller in the Control Room. A small continuous spray flow is provided
through a manual bypass valve around the power-operated spray valves to
minimize boron concentration differences between pressurizer liquid and
reactor coolant and to prevent excessive cooling of the spray piping.

During an outsurge, flashing of water to steam and generating of steam by
automatic actuation of the heaters keep the pressure above the minimum
allowable limit. Heaters are also energized on high water level during
insurges to heat the subcooled surge water entering the pressurizer from
the reactor coolant loop. A screen at the surge line nozzle and baffles in
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the lower section of the pressurizer prevent cold insurge water from
flowing directly to the steam/water interface and assist mixing.

The volume of the pressurizer is equal to, or greater than, the minimum
required volume of steam, water, or total of the two which satisfies all of
the following:

1. The combined saturated water volume and steam expansion volume is
sufficient to provide the desired pressure response to system volume
changes;

2. The water volume is sufficient to prevent the heaters from being
uncovered during a step-load increase of 10% of full power;

3. The steam volume is large enough to accommodate the surge resulting
from the design 50% step load reduction-of full-load with reactor
control and steam dump, without the water level reaching the
high-level reactor trip point;

4. The steam volume is large enough to prevent water relief through the
safety valves following a loss of load with the high water level
initiating a reactor trip;

5. The pressurizer will not empty following reactor trip and loss of
load; and

6. The safety injection signal will not be activated during normal
reactor trip and turbine trip.

The general configuration of the pressurizer is shown in Figure 5.4-11 and
the design data are given in Table 5.4-22.

5.4.10.1.2 Pressurizer Spray

Two separate, automatically controlled spray valves with remote manual
overrides are used to initiate pressurizer spray. Pressurizer spray valve
design employs a small hole through the valve plug assembly which permits a
small continuous flow through both spray lines to reduce thermal stresses
and thermal shock when the spray valves open and to help maintain uniform
water chemistry and temperature in the pressurizer. Temperature sensors,
with low alarms are provided in each spray line to alert the operator to
insufficient bypass flow. The layout of the common spray line piping to
the pressurizer forms a water seal which prevents steam buildup back to the
control valves. The spray rate is selected to prevent the pressurizer
pressure from reaching the operating setpoint of the PORVs during a step
reduction in power level of 10% full load.

The pressurizer spray lines and valves are large enough to provide adequate
spray using the differential pressure between the surge line connection in
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the hot leg and the spray line connection in the cold leg as the driving
force. The spray line inlet connections extend into the cold leg piping in
the form of a scoop so that the velocity head of the reactor coolant loop
flow adds to the spray driving force. The spray valves and spray line
connections are arranged so that the spray will operate with one reactor
coolant loop isolated. The line may also be used to assist in minimizing
the boron concentration difference between the reactor coolant loops and
the pressurizer.

A flow path from the CVCS to the pressurizer spray line is also provided.
This additional facility provides auxiliary spray to the vapor space of the
pressurizer during cooldown if the RCPs are not operating. The thermal
sleeve on the pressurizer spray connection is designed to withstand the
thermal stresses resulting from the introduction of cold spray water. The
spray lines have been restrained to prevent pipe whip.

Principal design parameters of the pressurizer spray valves are given in

Table 5.4-23.

5.4.10.1.3 Pressurizer Surge Line

The surge line is sized to limit the pressure drop during the maximum
anticipated surge to less than the difference between the maximum allowable
pressure in the reactor vessel and the loops (at the point of highest
pressure) and the pressure in the pressurizer at the maximum allowable
accumulation with the code safety valves discharging.

The surge line and the thermal sleeves at each end are designed to
withstand the thermal stresses resulting from volume surges of relatively
hotter or colder water which may occur during operation. The surge line
has also been restrained to prevent pipe whip.

5.4.10.2 Design Evaluation

The Pressurizer was analyzed for fatigue conditions in accordance with
Section III of the ASME B&PV Code using the thermal and pressure transient
conditions listed elsewhere in this chapter.

The vessel loading conditions are as follows:

1. The pressurizer vessel, nozzles, and vessel supports are designed to
resist the following normal operational loadings:

a. Weight of water based on the vessel filled with cold water,

including insulation; and

b. Normal loadings exerted by connecting piping.
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2. The pressurizer vessel, nozzles, and vessel supports are designed to
resist the following seismic loadings:

a. For the Operating Basis Earthquake (OBE), the pressurizer vessel
is designed to resist earthquake loadings simultaneously in the
horizontal and vertical directions and to transmit such loadings
through the vessel supports to the foundation. The OBE
mechanical loadings in combination with the normal operational
loads is considered an upset condition. The components of
loadings exerted by the external piping due to the OBE are
included in this evaluation.

b. For the DBE, pressurizer vessel integrity is not impaired so as
to prevent a safe and orderly shutdown of the reactor plant when
the DBE loadings, both horizontal andvertical and acting
simultaneously, are imposed on the vessel. These loadings, and
the centers of gravity involved, are determined on the basis of
the vessel at normal operating pressure, temperature, and water
level.

The DBE is considered a faulted condition with the following
exceptions:

* The combination of all primary stress intensities in the
vessel support skirt shall be within the support skirt
material yield strength specified in Section III of the ASME
B&PV Code.

The stress intensity limits of the vessel associated with
this earthquake condition, in combination with the normal
operational loads, shall be as follows:

Pm < 1.2 Sm
PL + Pb < 1.8 Sm

where:
PM = primary general membrane stress
PL = primary local membrane stress
Pb = primary flexural stress
SM = allowable stress from ANSI B31.7.0 -

1969, Nuclear Piping Code

The components of loadings exerted by the external piping due to
the DBE are included in this evaluation.

3. The pressurizer vessel, nozzles and vessel supports are designed to
resist the pipe break loadings in combination with the normal
operational loads. The moment and forces are considered as acting in
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combination with each force separately. The pipe break accident is
considered to be a faulted condition except that the stress intensity
limits are specified under the DBE condition.

4. The pressurizer vessel, nozzles and vessel supports are analyzed for
the combination of normal operating loads, the DBE loads and the pipe
break loads. The resulting stress intensities do not exceed the
stress intensity limits of Paragraph N17.11 (faulted conditions) in
Section III of the Code with the following exception. The combination
of all primary stress intensities in-the vessel supports are within
the support material yield strength specified in the above Code. If
necessary, higher stress intensity values are adopted in the vessel
supports where plastic instability analyses of the support and
supported component system are performed in accordance with paragraph
N417.11 of ASME Code Section III.

5.4.11 Pressure Relief Discharge System

5.4.11.1 Discharge Piping

The discharge piping (from the code safety and air-operated relief valves
to the relief tank) is sized to prevent back-pressure at the code safety
valves from exceeding 20% of the setpoint pressure at full flow. The
pressurizer code safety and PORV discharge lines are also stainless steel.

The design of the pressurizer relief and safety piping takes into account
the worst case condition arising from multiple discharge reactions acting
at each piping discharge elbow simultaneously. The combined longitudinal
stress, including the flexural and torsional stresses for the upset,
emergency, and faulted conditions, are below the allowable limit of 1 .2Sh'
where Sh is the allowable stress from ANSI B31.1.0 - 1967. Sufficient
piping restraints are provided to withstand the postulated DBE and normal
transient operating conditions.

5.4.11.2 Pressurizer Relief Tank

The PRT condenses and cools the discharge from the pressurizer safety and
relief valves. Discharge from smaller relief valves located inside or
outside the Containment is also piped to the relief tank. The tank
normally contains water and a predominantly nitrogen atmosphere; however,
provision is made to permit the gas in the tank to be periodically analyzed
to monitor the concentration of hydrogen and/or oxygen.

The PRT, by means of its connection to the Waste Disposal System, provides
a means for removing any noncondensable gases from the RCS which might
collect in the pressurizer vessel.

5.4-27 JUNE 1992



ZION STATION UFSAR

Steam is discharged through a sparger pipe under the water level. This
condenses and cools the steam by mixing it with water that is near ambient
temperature. The tank is equipped with an internal spray and a drain which
are used to cool the tank following a discharge. The tank is protected
against a discharge exceeding the design value by two rupture disks which
discharge into the Reactor Containment. The tank is carbon steel with a
corrosion-resistant coating on the wetted surfaces. A flanged nozzle is
provided on the tank for the pressurizer discharge line connection. This
nozzle and the discharge piping and sparger within the vessel are
austenitic stainless steel.

The tank design is based on the requirement to condense and cool a
discharge of pressurizer steam equal to 110% of the volume above the
full-power pressurizer water level setpoint. The tank is not designed to
accept a continuous discharge from the pressurizer.. The volume of water in
the tank is capable of absorbing the heat from the assumed discharge, with
an initial temperature of 120°F and increasing to a final temperature of
200'F. If the temperature in the tank rises above 120°F during plant
operation, the tank is cooled by spraying in cool water and draining out
the warm mixture to the Waste Disposal System.

The spray rate is designed to cool the tank from 200°F to 120°F in
approximately one hour following the design discharge of pressurizer steam.
The volume of nitrogen gas in the tank is selected to limit the maximum
pressure following a design discharge to 50 psig.

The rupture disks on the relief tank have a relief capacity equal to the
combined capacity ofthe pressurizer safety valves. The tank design
pressure is twice the calculated pressure resulting from the maximum safety
valve discharge described above. This margin is to prevent deformation of
the disk. The tank and rupture disk holders are also designed for full
vacuum to prevent tank collapse if the contents cool following a discharge
without nitrogen being added.

Principal design parameters of the PRT are given in Table 5.4-22.

5.4.12 Valves

All valves in the RCS which are in contact with the coolant are constructed
primarily of stainless steel. Other materials in contact with the coolant
are special materials such as hard surfacing and packing.

All RCS valves which are 3 inches and larger, which contain radioactive
fluid and which normally operate above 2120F, are provided with either
double-packed stuffing boxes and stem intermediate lantern gland leakoff
connections or a modified stem-packing arrangement and a capped leakoff
line. All throttling control valves, regardless of size, are provided with
double-packed stuffing boxes and stem leakoff connections with the
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exception of the pressurizer spray valves 1(2)PCV-RC06 and 1(2)PCV-RCO7.
These pressurizer spray valves have been modified to reduce the packing
depth and apply live loading. All leakoff connections are piped to the
PRT. Leakage to the Containment is essentially zero for these valves.

5.4.12.1 Reactor Coolant Loop Stop Valves

5.4.12.1.1 Design Description

The reactor coolant loop stop valves, shown on Figure 5.4-12, are remotely-
controlled motor-operated gate valves which permit any loop to be isolated
from the reactor vessel. One valve is installed on each hot leg and one on
each cold leg. Coolant is circulated in an isolated loop through a bypass
line which contains a remotely-controlled motor-operated stop valve. This
bypass valve is closed during normal loop operation. To protect the RCP, a
valve-pump interlock circuit prevents the starting of the RCP in a given
loop being unisolated unless the cold leg (discharge) valve is closed and
the bypass valve is open. The interlock also prevents pump operation if
the bypass valve and either of the stop valves are closed.

To ensure against an accidental startup of an unborated and/or cold
isolated loop, an additional valve interlock system is provided which meets
the IEEE "Criteria for Nuclear Power Plant Protection Systems" (No. 279,
August 1968). Reference to the RCS on Figure 5.1-1 indicates a relief line
and bypass around the cold leg stop valve. The additional interlocks are
for the purpose of ensuring that flow from the isolated loop to the
remainder of the RCS takes place through the relief line stop valve (after
system pressure is equalized through the loop drain header and the hot leg
stop valve is opened) for a period of 105 minutes before the cold leg loop
stop valve is opened.

The flow through the relief line is low (approximately 200 to 300 gpm) so
that the temperature and boron concentration are brought to equilibrium
with the remainder of the system at a relatively slow rate. The valve
temperature relief line flow interlock:

1. Prevents opening of a hot leg loop stop valve unless the cold leg loop
stop valve is closed;

2. Prevents starting a RCP unless:
a. The cold leg loop stop valve is closed and the bypass valve is

open, or
b. Both the hot leg loop stop valve and cold leg loop stop valve are

open; and

3. Prevents opening of a cold leg loop stop valve unless:
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a.
b.
C.
d.

The hot leg loop stop valve has been opened a specified time,
The loop bypass valve has been opened a specified time,
Flow has existed through the relief line for a specified time, or
The cold leg temperature is within 10OF of the highest cold leg
temperature, and the hot leg temperature is within 10F of the
highest hot leg temperature.

The parameters of each reactor coolant loop stop valve are shown in Table
5.4-24.

5.4.12.1.2 Design Evaluation

The primary loop isolation valves were designed and analyzed as ASME
Section III Class A vessels including an experimental stress analysis per
the guidelines of Article I-10. No emergency or faulted condition
categories were defined or recognized by the design code identification
Table 5.2-1.

The primary pressure boundary, such as the body and bonnet, are cast from
CF8M steel having an allowable design stress intensity value (Sm) of
18,700 psi at 6500F. The other pressure-containing material within the
valve is the disk with an allowable Sm of 16,700 psi also at 650'F.

Calculations confirm that the subject valve will withstand the loadings of
the RCS piping. These calculations were also verified by a strain gage
hydrostatic test on the body, bonnet, and bolting members of a typical
valve.

The subject valves were subjected to cold and hot operational cycle tests
by the manufacturer. All areas were re-inspected after the hot operational
tests, and the results were recorded.

5.4.13 Safety and Relief Valves

5.4.13.1 Pressurizer Safety Valves

The pressurizer safety valves are totally enclosed pop-type valves. The
valves are spring-loaded, self-activated and, with back-pressure
compensation, designed to prevent system pressure from exceeding the design
pressure by more than 110% in accordance with the ASME B&PV Code, Section
III. The set pressure of the valves is 2485 psig.

A water seal is maintained below each safety valve seat to minimize
leakage. The six-inch pipes connecting the pressurizer nozzles to their
respective code safety valves are shaped in the form of a loop seal.
Condensate, as a result of normal, ambient heat losses, will accumulate in
the loop, thus flooding the valve seat. The water will prevent any leakage
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of hydrogen gas or steam through the safety valve seats. If the
pressurizer pressure exceeds the set pressure of the safety valves, they
will start lifting, and the water from the seal will discharge during the
accumulation period. A temperature indicator in-th ie safety valve discharge
manifold alerts the operator to the passage of steam due to leakage or
valves lifting.

A second method used to determine if a safety valve is lifting is the
Babcock & Wilcox Company Valve Monitoring System (VMS). It is an
acoustic-based system which monitors the valve and informs the operator
whether the valve is opened or closed. The VMS utilizes accelerometers
mounted on the valve to detect the noise caused by flow through the valve.
This noise signal is conditioned and applied to an alarm monitor,
indicator, and audio monitor. The system can distinguish between normal
background noise (as when the valve is closed) and the much higher level
when the valve is open.

The pressurizer safety valve piping system has been designed to accommodate
the forces resulting from the motion of the water slug in the loop seal
after sudden opening of the safety valve. The calculated impact load is 15
kips, which is less than the de sign value of 21 kips for the component
support.

Design parameters for the pressurizer safety valves are given in Table 5.4-
23.

5.4.13.2 Power-Operated Relief Valves

The pressurizer is equipped with PORVs which limit system pressure for a
large power mismatch and thus prevent actuation of the fixed high-pressure
reactor trip. The PORVs are operated automatically or by remote manual
control. The operation of these valves also limits the undesirable opening
of the spring-loaded safety valves. Remotely operated stop valves are
provided to isolate the PORVs if excessive leakage occurs.. A temperature
alarm in the PORV relief line alerts the operator to passage of steam due
to leakage or valves opening. Valve position is provided by stem-mounted
position indicators.

The PORVs are designed to limit the pressurizer pressure to a value below
the high-pressure trip setpoint for all design transients up to and
including the design percent step load decrease with steam dump but without
reactor trip.

Design parameters for the PORVs are given in Table 5.4-23.,

5.4.14 Component Supports

The criteria applied in the design of the principal RCS component supports
(i.e., supports, restraints, snubbers, and guides for vessels, piping,
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pumps and valves), including the design codes or standards applied to each
type of support, are shown in Table 5.4-25.

All support steel consists of high-strength, low-alloy structural steel
(ASTM A-588). Snubber-support connections made from quenched and tempered
alloy steel (ASTM A-514) were employed.

The material specification is modeled after Section III, ASME Nuclear
Vessel Code. Requirements include Charpy impact testing, ultrasonic
testing, through-thickness tension testing, and traceability of all
material. All welds received either radiographic (where possible),
ultrasonic, or mag-particle testing.

See Figures 5.4-13 to 5.4-24 for support details.

5.4.14.1 Steam Generator Supports

Each steam generator is supported on a structural system consisting of four
vertical support columns and upper and lower lateral restraints
approximately 28 feet apart. The vertical columns have a universal pinned
connection at each end to accommodate both the radial growth of the steam
generator itself and the radial movement of the vessel from the reactor
center.

The lower lateral support consists of an inner frame, keyed and shimmed
into the four support feet to accommodate radial growth. The inner frame
is surrounded by an outer frame which is embedded in both the reactor
shield and crane wall concrete. The connection between the inner and outer
frame consists of a series of shimmed points which act as both guides and
limit stops to allow for expansion from the center of the reactor. The
lower lateral support restrains both torsional and translational movements.

The upper lateral support consists of a ring band which is shimmed to the
steam generator at twelve locations around the circumference. Attached to
this band are lugs which are shimmed and guided to the structural framing
system and are embedded directly in the operating level floor slab. Four
hydraulic snubbers connect the lugs and the embedded frame in a direction
coincident with the direction of movement away from the reactor center.
The upper lateral support restrains rapid translational movements in all
directions. When the Unit is in the cold shutdown condition (i.e., RCS <
200'F and < 275 psig) it is permissible to remove all four hydraulic
snubbers concurrently (see Reference 8).

Potential for low fracture toughness and lamellar tearing of steam

generator supports is minimal according to NUREG 0577, Part I, Section 3.

5.4.14.2 Reactor Vessel Supports

The reactor vessel is supported from four of eight nozzles by four
individual weldments embedded in the reactor shield concrete. Each nozzle
pad bears on a shoe, supported by a heavy U-shaped'-wide, fl'angewhich wraps
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around the shoe. The U-shaped wide flange is water-cooled at the junction
of the outer flange and the web by two continuous welded angles on either
side of the web. On Unit 1. one of the lines (ICC188-1") to a reactor
support pad has been cut and capped after it was found leaking during the
performance of the 10-year inservice hydrostatic testing of the Component
Cooling System. The U-shaped wide flange bears vertically on two shims and
is restrained horizontally by a series of shims and bearing plates. These
bearing plates and'shims are connected to an outer weldment which
completely surrounds the wide flange and is embedded in the concrete. The
reactor support system allows the reactor to expand radially over the
supports but resists translational and torsional movement by the combined
tangential restraining action of each nozzle support.

5.4.14.3 Pressurizer SugDort

The pressurizer is-supported on a ring girder which is in turn supported
vertically by four wide flanges. Horizontally, the vessel is restrained at
two elevations approximately 20 feet apart. The lower restraint consists
.of a weldment attached directly to the ring girder and is embedded in the
crane wall. The upper restraint consists of four individual weldments
embedded in concrete that allow the pressurizer to expand radially but
resist torsional and translational movements.

5.4.14.4 Reactor Coolant Pump Support

The RCP is supported vertically by three universally pin-ended columns
which rest on a heavy triangular steel platform. This structural column
system resists both overturning and vertical movement while allowing for
expansion from the center of the reactor. Translation movement is resisted
by a combination of pin-connected tie rods and struts which are slotted at
one end to'allow for expansion movements. The potential for low fracture
toughness and lamellar tearing of RCP supports is minimal according to
NUREG 0577, Part I. Section 3.

5.4.15 Reactor Vessel Head Vent System

A Reactor Vessel Head Vent System (RVHVS) is provided to exhaust
noncondensable gases from the reactor vessel that could inhibit natural
circulation core cooling. The RVHVS consists of two parallel paths, each
containing two solenoid-operated valves in series. These valves are
operated from the Control Room and fail in the closed position.
Temperature detectors, downstream of the solenoid valves, alarm on high
temperature to provide indication of system actuation. The RVHVS piping
and valves are designed in accordance with the parameters outlined in Table
5.1-2. The RVHVS valves are periodically tested as described in UFSAR
Section 16.3. An associated safety-related system, the Reactor Vessel
Level Instrumentation System (RVLIS), is discussed in Section 7.5.
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TABLE 5.4-1

REACTOR COOLANT PUMPS DESIGN DATA

Number of Pumps

Design Pressure/Operating Pressure, psig

Hydrostatic Test Pressure (cold), psig

Design Temperature (casing), °F

RPM at Nameplate Rating

Suction-Temperature, °F

Developed Head, ft

Capacity, gpm

Seal Water Injection, gpm

Seal Water Return, gpm

.Pump Discharge Nozzle ID, in.

Pump Suction Nozzle ID, in.

Overall Unit Height, ft-in.

Water Volume, ft 3

Pump-Motor Moment of Inertia, lb-ft 2

Motor Data:

Type

Voltage
Insulation Class
Phase
Frequency, cps
Starting Current, amp
Input (hot reactor coolant), kW
Input (cold reactor coolant), kW

Power, HP (nameplate)

Pump Weight, lb. (dry)

4

2485/2235

3107

650

1190

539

267

87,500

8

3

271/2

31

25-5.05

56

82,000

AC Induction Single
Speed, Air Cooled

4000
B Thermalastic Epoxy
3
60
4800
4870
6310

6000

169,200
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TABLE 5.4-2 (1 of 2)

STEAM GENERATOR DESIGN DATA*

Number of Steam generators

Design Pressure, Reactor Coolant/Steam, psig

Reactor Coolant Hydrostatic Test Pressure
(tube side-cold), psig

Design temperature, Reactor Coolant/Steam, °F

Reactor Coolant Flow, lb/hr

Total Heat Transfer Surface Area, ft 2

Heat Transferred, Btu/hr

Steam Conditions at Full Load, Outlet Nozzle:

Steam Flow, l b/hr

Steam Temperature, °F

Steam Pressure, psig

Maximum Moisture Carryover, wt %

Feedwater, OF

Overall Height, ft-in.

Shell OD, upper/lower, in.

Number of U-tubes

U-tube outer Diameter, in.

Tube Wall Thickness, (minimum), in.

Number of Manways/ID in.

Number of Handholes/ID, in.

4

2485/1085

3107

650/600

33.8 x 106

51,500

2772 x 106

3.5 x 106

506.3

705

0.25

428.6

67'8"

1753/4 / 135

3388

0.875

0.050

4/16

2/6
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TABLE 5.4-2 (2 of 2)

STEAM GENERATOR DESIGN DATA*

Reactor Coolant Water Volume,* ft 3

Primary Side Fluid Heat Content, Btu

Secondary Side Water Volume, ft 3

Secondary Side Steam Volume, ft 3

Secondary Side Fluid Heat Content, Btu

* Quantities are for each steam generator.

Rated Load

1080

28.5 x 106

1838

4030

5.627 x 106

No Load

1080

27.7 x 106

3524

2344

9.628 x 107
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TABLE 5.4-3

STRESSES DUE TO MAXIMUM STEAM GENERATOR TUBE
SHEET PRESSURE DIFFERENTIAL (2485 PSIG)

(660°F)
Stress Computed Value Allowable Value

Primary Membrane Stress

Primary Membrane plus
Primary Bending Stress

24,356 psi

54,946 psi

37,000 psi
(.9 S)

55,600 psi
(1.35 SO)

In addition to the foregoing evaluation, elasto-plastic limit analysis of the
tube sheet-head-shell combination indicates a limit pressure of 3050 psi at
operating conditions, giving a safety factor of 1.23-for the abnormal
condition.
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TABLE 5.4-4

RATIO OF ALLOWABLE STRESSES TO COMPUTED STRESSES
FOR A STEAM GENERATOR TUBE

SHEET PRESSURE DIFFERENTIAL OF 2485 PSIG

Component Part

Channel Head

Channel Head-Tube Sheet Joint

Stress Ratio

1.34

1.80

1.20Tubes

Tube Sheet

Max. Avg. Ligament

Effective Ligament

1.01

1.52
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TABLE 5.4-5

PRIMARY-SECONDARY BOUNDARY COMPONENTS

CONDITION: 100% LOAD OPERATION - 2485/885 psi
Normal Operation Stress Limits

650/600°F

t Inside Surface Stress
t Center Surface Stress
t Outer Surface Stress

L
0
C

Inside Limit
Center Limit
Outer Limit

Stress Limi
Center Limi
Stress LimiDescription

JCT OF SHORT
7 CYL WITH

TUBESHEET

1/2 THROUGH
8 SHORT CYL

DISCONTINUITY

JCT OF SHORT
9 CYL WITH

SHELL

10 ON SHELL

11 ON SHELL

JCT OF PRI
12 SHORT CYL WITH

TUBE PLATE

1/2 THROUGH
13 PRIM SHORT

CYL DISCON.

JCT OF PRI
14 SHORT CYL

WITH HEAD

3 Sm
Sm

3 Sm

3 Sm
Sm

3 Sm

3 Sm
.Sm

3 Sm

3 Sm
Sm

3 Sm

3 Sm
Sm

3 Sm

3 Sm
3 Sm3 Sm

3 Sm
Sm

3 Sm

3 Sm
SF

3 Sm

80,100
26,700
80,100

80,100
26,700
80,100

80,100
26,700
80,100

80,100
26,700
80,100

80,100
26,700
80,100

80,100
26,700
80,100

80,100
26,700
80,100

52,200
19,400
52,200

-10,063
+ 8,597
+27,247

+ 9.514
+ 8,597
+ 7,670

+10,740
+ 8,597

6,443

+10,269
+ 8,597
+ 6,912

psi
psi
psi

psi
psi
psi

psi
psi
psi

psi
psi
psi

psi
psi
psi

psi
psi
psi

psi
psi
psi

psi
psi
psi

+
+

+

9,746
8,597
7,435

+58,701
+14,528
-29,646

+50,836
+14,528
-21,781

+42,286
+14,528
-13,231
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TABLE 5.4-6

PRIMARY-SECONDARY BOUNDARY COMPONENTS

CONDITION: PRIMARY HYDROTEST - 3107/0 psi

L
0
C

Primary
Membrane
Stress Limit

Axial Primary
Membrane StressDescription Code Limit Intensity

JCT OF SHORT
7 CYL WITH

TUBESHEET

1/2 THROUGH
8 SHORT CYL

DISCONTINUITY

JCT OF SHORT
9 CYL WITH

SHELL

10 ON SHELL

11 ON SHELL

JCT OF PRI
SHORT CYL

12 WITH TUBE
PLATE

1/2 THROUGH
13 PRIM SHORT

CYL DISCON.

JCT OF PRI
14 SHORT CYL

WITH HEAD

.9 SY

.9 Sy

.9 Sy

.9 Sy

.9 Sy

.9 Sy

.9 Sy

.9 Sy

45,000

45,000

45,000

45,000

45,000

0 psi

0 psi

0 psi

0 psi

0 psi

45,000

45,000

36,000

18,158 psi

18,158 psi

18,158 psi
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TABLE 5.4-7

PRIMARY-SECONDARY BOUNDARY COMPONENTS

CONDITION: SECONDARY CHAMBER HYDROTEST - 0/1356 psi

L
0
C

Primary
Membrane
Stress Limit

Axial Primary
Membrane Stress IntensityDescription Code Limit

JCT OF SHORT
7 CYL WITH

TUBESHEET

1/2 THROUGH
8 SHORT CYL

DISCONTINUITY

JCT OF SHORT
9 CYL WITH

SHELL

10 ON SHELL

11 ON SHELL

JCT OF PRI
SHORT CYL

12 WITH TUBE
PLATE

1/2 THROUGH
13 PRIM SHORT

CYL DISCON.

JCT OF PRI
14 SHORT CYL

WITH HEAD

.9 Sy

.9 Sy

.9 Sy

.9 Sy

.9 SY

.9 SY

.9 SY

.9 SY

45,000

45,000

45,000

45,000

45,000

36,000

36,000

36,000

13,169 psi

13,169 psi

13,169 psi

13,169 psi

13,169 psi

0 psi

0 psi

0 psi
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TABLE 5.4-8

PRIMARY-SECONDARY BOUNDARY COMPONENTS

CONDITION: LOSS OF SECONDARY PRESSURE (STEAMLINE
2485/0 psi 6607F

BREAK) - FAULTED CONDITION

Primary Membrane Stress

L
0
C

Primary Membrane Stress
Emergency Condition Limits
Code Limit StressDescription

JCT OF SHORT
7 CYL WITH

TUBESHEET

1/2 THROUGH
8 SHORT CYL

DISCONTINUITY

JCT OF SHORT
9 CYL WITH

SHELL

10 ON SHELL

11 ON SHELL

S y

S y

41,112

41,112

0 psi

0 psi

0 psi

0 psi

0 psi

. Sy

Sy

Sy

41,112

41,112

41,112

JCT OF PRI
SHORT CYL

12 WITH TUBE
PLATE

1/2 THROUGH
13 PRIM SHORT

CYL DISCON.

JCT OF PRI
14 SHORT CYL

WITH HEAD

S y

S y

41,112

41,112

14,528 psi

14,528 psi

14,528 psiS y 29,000

* Complete Tubesheet Structure Complex also evaluated on Limit Analysis Basis
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TABLE 5.4-9

51,500 SQ. FT. STEAM GENERATOR USAGE FACTORS (INDIVIDUAL TRANSIENTS)
PRIMARY AND SECONDARY BOUNDARY COMPONENTS

JUNCTION OF HEAD & TUBESHEET & DIVIDER PLATE UNPERFORATED JUNCTION OF

IN TUBESHEET ON TUBESHEET FACE IN HEAD OUTER RING SHELL TO TUBE

INLET OUTLET INLET OUTLET INLET OUTLET PRIM. SEC. SHEET

No. of
No. Transient Cycle SASR* SASH SRSH SASR SASH SRSH SASR SASH SRSH SASR SASH SRSH SASR SASH SRSH SASR SASH SRSH INLET OUTLET INLET OUTLET HAHH HAHR HHHR

1 Heatup-Cooldown 200 .008 .01 0 .008 .01 0 0 0 0 0 0 0 .009 .003 0 .009 .003 0 0 0 0 0 0 0 0

2 Loading- 18,300 0 .0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 .019 .082 .056 0
Unloading

3 Small Step 2,000 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0
Increase

4 Small Step 2,000 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0
Decrease

5 Large Step 200 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 .002 .001 0
Decrease

6 Loss of Load 80 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 .001 .001 0 0 0 .001 .002 .006 .005 0

7 Loss of Power 40 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0

8 Loss of Flow 80 .008 .009 0 .008 .0160 0 0 0 0 0 0 .011 .003 .001 .012 .006 0 0 0 .002 .004 .002 .002 0

9 Reactor Trip 400 0 0 0 0 .001 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 .001 .005 .012 .008 0

10 React. Cool. 1 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0
Pipe Break

11 Steamline Break 1 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 .001 0

12 Primary 5 .004 .007 0 .004 .007 0 0 0 0 0 0 0 .005 .002 0 .005 .002 0 0 0 .001 .001 .001 .0010
Hydrotest

13 Secondary 5 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 .001 .002 0
Hydrotest

14 Turbine Roll 10 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0 0
Test

• Principal Stress Difference Codes
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TABLE 5.4-10

51,500 SQ. FT. STEAM GENERATOR USAGE FACTORS (INDIVIDUAL TRANSIENT)
CENTER OF TUBESHEET

No. of
Cycl esNo. Transient

Primary Inlet
Angle

00 150 300 450 600 750 900 00

Primary Outlet
Angle

150 300 450 600 750 900 00

Secondary Inlet
Angle

150 300 450 600 750 900 00

Secondary Outlet
Angle

150 300 450 600 750 900

1 Heatup-Cooldown 200

2 Loading-Unloading 18,300

3 Small Step Increase 2,000

4 Small Step Decrease 2,000

5 Large Step Decrease 200

6 Loss of Load 80

7 Loss of Power 40

8 Loss of Flow 80

9 Reactor Trip 400

10 React. Cool. Pipe Break 1

11 Steamline Break i

12 Primary Hydrotest 5

13 Secondary Hydro 5

14 Turbine Roll Test 10

* Angular location around perforation

0 0

0 0

0 0

0 0

0 0

0 0

0 0

0 0

0 0

0 0

0 0

0 0

0 0

0 0
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TABLE 5.4-11

TUBE SHEET STRESS ANALYSIS RESULTS
FOR 51,500 SQ. FT. STEAM GENERATORS

Conditions

100% Normal Operation 2485/885 psi
650/600-F

Primary Hydrotest 3107/0 psi
IO0°F

Secondary Hydrotest 0/1356 psi
1000F

Steamline Break 2485/0 psi
(Fault Condition) 660°F

Parenthesis Indicate Code Allowable Stress

Maximum Primary Membrane
Plus Primary Bending
Average Ligament Stress

33,979 psi (40,050)'

67,300 psi (67,500)3

29,811 psi (67,500)3

56,785 psi (Limit) 5

Maximum Effective
Ligament Membrane
Stress

15,853 psi (26,700)2

30,365 psi (45,000)4

13,159 psi (45,000)4

24,356 psi (Limit) 5

1

2

3

4

5

1.5 Sm

1.0 Sm

1.35 Sy

.9 S y

Limit Analysis Results Apply
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TABLE 5.4-12

LIMIT ANALYSIS CALCULATION RESULTS
TABLE OF STRAINS, LIMIT PRESSURES, AND FATIGUE EVALUATIONS FOR 51,500 SQ. FT. STEAM GENERATORS

Case Location
Meridional
Strain, In/In

Circumferential Peak Stress
Strain, In/In Intensity, Psi

All owabl e
Number
of Cycles. N,

Number of
Cycles, N2

Usage Factor

92dM,
Limit Pressure
Psi

Hot
2500/0 PSI
650OF

Cold Hydro.
3105/0 PSI
70OF

Channel/Primary Shell
Tubesheet/Secandary Shell
Tubesheet Center

Tubesheet/Primary Shell
Tubesheet/Secondary Shell
Tubesheet Center

Tubesheet/Primary Shell
Tubesheet/Secondary Shell
Tubesheet Center

Tubesheet/Primary Shell
Tubesheet/Secondary Shell
Tubesheet Center

.0188
-. 00193
.00159

.0145
-. 00220
.00177

.00730
-. 000962
.00147

.00777
-. 00176
.00148

-. 000559
.00602
.00159

-. 000537
.000684
.00177

-. 000348
.000560
.00147

-. 000407
.000551
.00148

508,000
83,700
77,400

434,000
106,000
95,400

218,000
50,700
79,000

222,000
80,900
76,300

46
5.000
6,600

80
3,500
5,000

500
40,000
8,000

400
7,000
8,500

10
10
10

5
5
5

5
5
5

50
50
50

.22
.0020
.0015

.053

.0014

.0010

.010

.0001

.0005

.13

.0071

.0059

3,158

3,887

Cold Hydro With
Secondary Pressure
3105/700 PSI
70OF

Hot Hydro
2485/0 PSI
400OF

4.401

3.354
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TABLE 5.4-13

REACTOR COOLANT PIPING DESIGN PARAMETERS

Reactor inlet piping, ID, in.

Reactor inlet piping, nominal thickness, in.

Reactor outlet piping, ID, in.

Reactor outlet piping, nominal thickness, in.

Coolant pump suction piping, ID, in.

Coolant pump suction piping, nominal thickness, in.

Pressurizer surge line piping, ID, in.

Pressurizer surge line piping, nominal thickness, in.

Design/operating pressure, psig

Hydrostatic test pressure, (Cold) psig

Design temperature, OF

Design temperature (pressurizer surge line) OF

Water volume, (all 4 loops including surge line (ft 3 )

Design pressure, pressurizer relief line, psig

Design temperature, pressurizer relief lines, OF

271/2

2.38

29

2.50

31

2.66

11.188

1.406

2485/2235

3107

650

680

1545

From pressurizer to
safety valve - 2485
psig, 650'F

From safety valve to
pressurizer relief
tank - 600 psig, 600°F
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TABLE 5.4-14

OPERATING CONDITIONS AND STRESS LIMITS PRESSURE PIPING
(INCLUDING RCS PIPING)

Design Conditions

Normal

Upset

Emergency

Loading Combination

PI=Pm (Design Pressure)+Pb (Weight)

P2=Pm (Design Pressure)+Pb (Weight +
OBE)

P3=Pm (Design Pressure)+Pb (Weight +
DBE)

P' 4=Pm (Design Pressure) + Pb (Weight
+ DBE) + PL (Gross Local Stress)

P"-4 Pm (Design Pressure) + Pb (Weight
+ DBE) + PL (Gross Load Stress) + P.
(Thermal) + Q (Differential Anchor
Movement)

_< Sm

: 1.5 Sm

< 2.25 Sm
or . 2 S h

Stress Limit

Faulted Case
- Primary Stress

- Secondary
Stress

< 2Sh

< S,
or 3SM

where:

Sh

Su

Sm
Pm
PL
Pb
P,
Q

allowable stress from ANSI B31.1.0 - 1967
allowable ultimate strength of piping material corresponding to the
temperature for the operating condition
allowable stress from ANSI B31.7.0 - 1969, Nuclear Piping Code
primary general membrane stress
primary local membrane stress
primary flexural stress
secondary stress
secondary membrane plus bending stress
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TABLE 5.4-15

RCS PIPING STRESSES

STRESS LIMIT (FSAR):

PM (or PL) + P8 < S

where:

PM
PB
PL
S

primary general membrane stress
primary bending stress
primary local membrane stress
15,000 psi = allowable stress per code case N-1O

RESULTS:

LOCATION HOT LEG CROSSOVER LEG COLD LEG
STRESS (psi)

DEADWEIGHT 523 139 723

PRESSURE 7,650 7,680 7,624

TOTAL 8,173 7,819 8,347

ALLOWABLE 15,000 15,000 15,0000
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TABLE 5.4-16

RCS PIPING STRESSES

STRESS LIMIT (USAS-B31.1.0 - 1967):

SE < SA = f(1.25 Sc + 0.25 (SH))

where:

SESA

Sc
SHf

thermal expansion stress
allowable stress range
17,500 psi = allowable stress
15,000 psi = allowable stress
1.0

(cold)
(hot)

RESULTS:

LOCATION HOT LEG CROSSOVER LEG COLD LEG
STRESS (PSI)

SE 15,235 3,901 7,376

SA 27,332 27,420 27,288

JUNE 1992



ZION STATION UFSAR

TABLE 5.4-17

RCS PIPING STRESSES

STRESS LIMIT (FSAR):

Pm + PB < 1.2S

where:

primary general membrane stress
primary bending stress
15,000 psi = allowable stress

RESULTS:

LOCATION HOT LEG CROSSOVER LEG COLD LEG
STRESS (psi)

DEADWEIGHT 523 139 723

PRESSURE 7,650 7,680 7,624

SEISMIC (OBE) 2,709 942 1,092

TOTAL 10,882 8,811 9,439

ALLOWABLE 18,000 18,000 18,000
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TABLE 5.4-18

RCS PIPING STRESSES

STRESS LIMIT (FSAR):

DESIGN LIMIT CURVES

BREAK HOT LEG CROSSOVER LEG COLD LEG
LOCATION

STRESS (psi)

NORMAL +
SEISMIC (DBE) + 43,137 31,664 32,139
BLOWDOWN

ALLOWABLE* 44,000 44,000 44,000

* From most conservative portion of the design limit curves.
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TABLE 5.4-19

RESIDUAL HEAT REMOVAL SYSTEM CODE REQUIREMENTS

Residual Heat Exchangers (Tube Side)
(Shell Side)

Residual Heat Removal Piping and Valves

ASME III, Class C
ASME VIII

USAS B31.1
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TABLE 5.4-20 (1 of 2)

RESIDUAL HEAT REMOVAL SYSTEM DESIGN PARAMETERS

GENERAL

Plant design life, years

Component cooling water supply
temperature design, OF

Reactor coolant temperature at
startup of decay heat removal, OF

Time to cool Reactor Coolant System from
350°F to 1400 F, hr (design basis)

Refueling water storage temperature, OF

Decay heat generation at 20 hours
after shutdown, Btu/hr

H3BO3 concentration in refueling water
storage tanks, ppm boron

RESIDUAL HEAT EXCHANGERS

Number, per unit
Design heat transfer Btu/hr

40

95

350

16

Ambient

68.7 x 106

2000

2

28.0 x 106

Tube Side

600
400

1.85 x 106
122.3
137.5
Reactor coolant
(borated demin-
eralized water)

Austenitic stainless
steel

Design pressure, psig
Design temperature, OF
Design flow rate, lb/hr
Design outlet temperature, °F
Design inlet temperature, OF
Fluid

Material of construction

Shell Side

150
200
2.475 x 106
118.5
107.1
Component
cooling water

Carbon steel
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TABLE 5.4-20 (2 of 2)

RESIDUAL HEAT REMOVAL SYSTEM DESIGN PARAMETERS

RESIDUAL HEAT REMOVAL PUMPS

Number (per unit)
Type
Design pressure, psig
Design temperature, °F
Shutoff head, psi
Design flow rate, gpm
Design head, ft
Maximum flow, gpm
Available NPSH at maximum flow rate, ft
Available NPSH at design flow rate, ft
Temperature of pump fluid, °F
Normal fluid
Fluid during LOCA recirculation phase

Material of construction

2
Vertical centrifugal
600
400
170
3000
350
4500
22
25
40/350
Reactor coolant
Radioactive borated
water with H2 and NaOH
in solution
Austenitic stainless steel

PIPING AND VALVES

Residual heat removal loop
in isolated loop):
Design pressure, psig
Design temperature, OF

Residual heat removal loop
and piping:
Design pressure, psig
Design temperature, °F

(piping and valves

600
400

isolation valves

2485
650
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TABLE 5.4-21 (1 of 2)

RESIDUAL HEAT REMOVAL SYSTEM MALFUNCTION ANALYSIS

Component Mal function Comments and Consequences

Residual Heat
Removal Pumps

- Rupture-of a pump
casing

- Pump fails to
start

- Manual valve on
pump suction is closed

- Stop valve on
discharge line
closed or check
valve sticks closed

The casing and shell are designed for 600 psi and 400°F. The pump is
protected from overpressurization by two normally closed valves in the
pump suction line, and by a relief valve which discharges back to the
pressurizer relief tank. The pump can be inspected and is located in the
Auxiliary Building in an area protected against credible missiles.
Rupture is considered unlikely, but in any event the pump can be
isolated.

One operating pump furnishes half of the flow required to meet design
cooldown rate. This increases the time necessary for plant cooldown.

This is prevented by prestartup and operational check.

Stop valve is locked open. Prestartup and operational checks
confirm position of valves.

In the improbable event that one of the remote-operated valves on the
suction line to the residual heat removal pumps is inoperable, an
attempt will be made to open it manually. If this is impossible, the
plant will be cooled to about 280°F by using steam dumps. The unit will
be kept at that temperature for several weeks until decay heat could be
matched by the letdown heat exchangers and by feed and bleed. Feed and
bleed through the CVCS will be done intermittently to prevent heat
transfer through the regenerative heat exchanger. The pressurizer level
will be brought to minimum during the bleed operation and to maximum
during the feed operation. It is estimated that plant cooldown may be
accomplished within a month.

Remote operated
valves inside
containment in
pump suction line

- Valve fails
to open
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TABLE 5.4-21 (2 of 2)

RESIDUAL HEAT REMOVAL SYSTEM MALFUNCTION ANALYSIS

Component Malfunction Comments and Consequences

Remote operated
valves inside
containment on
pump discharge
line

Residual Heat
Exchanger

Residual Heat
Exchanger vent or
drain valve

- Valve fails
to open

- Tube or shell
rupture

- Left open

Pump discharge pressure gauge shows pump shutoff head indicating no
flow. The low head safety injection lines may be opened and utilized
to direct flow to the RCS cold legs.

Rupture is considered unlikely, but in any event the faulty heat
exchanger may be isolated.

This is prevented by prestartup operational checks.
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TABLE 5.4-22

PRESSURIZER AND PRESSURIZER RELIEF TANK DESIGN DATA

Pressurizer

Design/Operating Pressure, psig

Hydrostatic Test Pressure (cold), psig

Design/Operating Temperature, OF

Water Volume, Full Power, ft 3

Steam Volume, Full Power, ft 3

Surge Line Nozzle Diameter, in.

Shell ID, in

Electric Heaters Capacity, kW*

*leatup rate of Pressurizer using Heaters only, °F/hr

Maximum spray rate, gpm

Pressurizer Relief Tank

Design pressure, psig

Rupture Disk Release Pressure, psig

Design temperature, OF

Normal water temperature, OF

Total volume, ft3

Total Rupture Disk Relief Capacity, lb/hr

As result of abandoned heaters, Unit I capacity is reduced
Unit 2 capacity is reduced by 92.32 kW.

2485/2235

3107

680/653

624 Actual

1176 Actual

14

84

1800

55 (approximately)

800

100

100

340

Containment Ambient
(120'F max.)

1800

1.60 x 106

by 23.08 kW and
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TABLE 5.4-23

PRESSURIZER VALVES DESIGN PARAMETERS

Pressurizer Spray Control Valves

Number

Design pressure, psig

Design temperature, OF

Design flow for valves full open, each, gpm

Fluid temperature, OF

Pressurizer Safety Valves

Number

Maximum relieving capacity, each at
3% accumulation, lb/hr

*set pressure, psig

Fluid

Constant backpressure:

Normal, psig

Expected during discharge, psig

Pressurizer Power-Operated Relief Valves

Number

Design pressure, psig

Design temperature, OF

Relieving capacity at 2350 psig, lb/hr

Fluid

2

2485

650

400

545

3

420,000

2485

Saturated steam

3-5

350

2

2485

650

210,000

Saturated steam
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TABLE 5.4-24

LOOP STOP VALVES

Design/Normal Operating Pressure, psig

Hydrostatic Test Pressure Shop/Loop, psig

Design Temperature, OF

Hot Leg Valve Size, Nominal, in.

Cold Leg Valve Size, Nominal, in.

Open/Close Travel Time, sec

2485/2235

3350/3107

650

29

27.50

210

JUNE 1992



0Z
ZION STATION UFSAR

TABLE 5.4-25

NSSS SUPPORT CRITERIA

LOADING CONDITION CRITERIA FOR DESIGN OF SUPPORTS-

1. Dead Loads 1. Working allowable stresses.
+

Operating Loads ACI-318-63 AISC Manual of Steel
+ Construction (6th edition)

Thermal Loads
2. Equipment & piping within allowable stresses.

2. 1 + Design

Earthquake Forces Same as 1

3. 1 + Maximum Credible 1. Stresses in Supports limited to
Earthquake Forces yield.

2. Equipment & piping within allowable stresses.

4. 1 + Pipe rupture Same as 3 except strains exceeding yield are allowed in
limited, controlled areas of support system to prevent pipe
failing. Yielding is allowed only in isolated cases where
elastic pipe stress analysis is not a consideration.

5. 3 + Pipe rupture Same as 4
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TABLE 5.4-26

PREOPERATIONAL TEST PROGRAM TRANSIENTS
EVALUATED FOR POSSIBLE VIBRATION PROBLEMS

Preoperational Test

1. RCS Heatup

2. RCS at Temperature

3. RCS Cooldown

4. Reactor Coolant Loop
Isolation Valve Tests

5. Emergency Core Cooling Full
Flow Test

Specific Transients

Operational Tests of Centrifugal
Charging Pump (Step Changes)

RCP Start
Operation of Pressurizer Power-

Operated Relief Valves (PORVs)
Operation of Pressurizer Spray

Valves
Operation of Letdown Isolation

Valves
Operation of Pressurizer PORVs
RCPs (Stopping and Starting)

Initiation of RHR

Operation of Reactor Coolant Loop
Isolation Valves and Bypass line
Valves (Open and Close)

Initiation and Termination of the
Following:

A. Safety Injection (SI Pumps)

B. Boron Injection (Centrifugal
Charging Pumps with Primary Water)

C. Safety Injection (RHR Pumps)

Operational Tests of Positive
Displacement Charging Pump (Stop and
Start)

6. CVCS Test
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APPENDIX 5A: CRITERIAIFOR VESSELS AND PIPING WITHIN
REACTOR'COOLANT SYSTEM PRESSURE BOUNDARY

Note: This document was retyped for clarity in the 1992 UFSAR Update.
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APPENDIX 5A

CRITERIA FOR VESSELS AND PIPING WITHIN REACTOR COOLANT SYSTEM
PRESSURE BOUNDARY

In addition to the loads imposed on the system under normal operating
conditions, the design of equipment and equipment supports requires that
consideration also be given to abnormal loading conditions such as seismic
and pipe rupture. Two types of seismic loadings are considered: Operating
Basis Earthquake (OBE) and Design Basis Earthquake (DBE).

For the DBE loading condition, the nuclear steam supply system is designed
to be capable of continued safe operation. Therefore, for this loading
condition critical structures and equipment needed for this purpose are
required to operate within design limits. The seismic design for the DBE
is intended to provide a margin in design that assures capability to
shutdown and maintain the nuclear facility in a safe condition. In this
case, it is only necessary to ensure that required critical structures and
components do not lose their capability to perform their safety function.
This has come to be referred to as the "no-loss-of-function" criteria and
the loading condition as the "Design Basis Earthquake" loading condition.

Not all critical components have the same functional requirements for
safety. For example, the reactor containment must retain capability to
restrict leakage to an acceptable level. Therefore, based on present
practice, general elastic behavior of this structure under the "Design
Basis Earthquake" loading condition must be ensured. On the other hand,
many components can experience significant permanent deformation without
loss of function. Piping and vessels are examples of the latter where the
principal requirement is that they retain their contents and allow fluid
flow.

The normal as well as abnormal loads for vessels and piping are considered
singly and in combination (see Table 5A-1), and the allowable stress limits
for each of the possible combinations are limited to those specified in
Table 5A-2. The design limit curves that give the allowable stresses for
faulted conditions are developed by using the approach presented in WCAP
5890 Rev. 1. This report develops limit curves by using 50 percent of the
ultimate strain as the maximum allowable membrane strain. Design limit
curves were developed by using the following procedure:

a. Use material data to develop stress-strain curves.

Stress-strain curves of Type 304 stainless steel, Inconel 600 and
SA302B low alloy steel at 600'F were generated from tests using graphs
of applied load versus cross-head displacement as automatically
plotted by the recorder of the tensile test apparatus. The scale and
sensitivity of the test apparatus recorder assured accurate
measurement of the uniform strain.
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For other materials, stress-strain curves were developed by
conservative use of pertinent available material data (i.e., lowest
values of uniform strain and initial strain hardening). If the
available data was not sufficient to develop a reliable stress-strain
curve, three standard ASTM tensile tests of the material in question
were performed at design temperature. These data would conservatively
apply in developing a stress-strain curve as described above.

b. Normalize the ordinate (stress) of the stress-strain curves to the
measured yield strength (Figure 5A-1).

c. Use 20 percent of the uniform strain as defined on the curve developed
under item (a) as the allowable membrane strain.

d. Establish the normalized stress ratio at 20 percent of uniform strain
on the normalized stress ratio-strain curves developed under item (b).

e. Establish the value of the membrane stress limit.

Multiply the normalized stress ratio in item (d) by the applicable
code yield strength at the design temperature to get the membrane
stress limit. Alternatively, for certain materials, the actual
physical properties were used.

f. Develop limit curves for the combination of local membrane and bending
stresses.

The limit curves were developed by using the analytical approach
presented in WCAP 5890, Rev. 1, and the stress-strain curve up to the
membrane stress limit as developed under item (e). In addition,
dynamic and stability analyses were performed where required.

Examples of design limit curves as developed by using the above procedure
are given in Figures 5A-2 and 5A-3.
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TABLE 5A-1 (Sheet 1 of 2)

LOAD COMBINATION

1 .

2.

3.

4.

5.

Normal (deadweight, thermal and pressure)

Normal and Operating Basis Earthquake

Normal and Design Basis Earthquake

Normal and Pipe Rupture

Normal and Design Basis Earthquake and
Pipe Rupture

STRESS LIMIT (NOTE 1)

Normal Conditions

Upset Condition

Faulted Condition

Faulted Condition

Faulted Condition
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TABLE 5A-1 (continued) (Sheet 2 of 2)

NOTE 1: Definition of Terms from Summer 1968 Addenda to the ASME Boiler
and Pressure Vessel Code, Section III.

The Operating Condition categories are defined as follows:

(1) Normal Condition - Any condition in the course of system startup,
operation in the design power range, and system shutdown, in the
absence of Upset, Emergency, or Faulted Conditions.

(2) Upset Condition - Any deviations from Normal Conditions anticipated to
occur often enough that design should include a capability to
withstand the conditions without operational impairment. The Upset
Condition includes those transients caused by a fault in a system
component requiring its isolation from the system, transients due to a
loss of load or power and any system upset not resulting in a forced
outage. The estimated duration of an Upset Condition shall be
included in the Design Specifications. The Upset Conditions include
the effect of the specified earthquake for which the system must
remain operational or must regain its operational status.

(3) Emergency Condition - Any deviations from normal conditions which
require shutdown for correction of the conditions or repair of damage
in the system. The conditions have a low probability of occurrence
but are included to provide assurance that no gross loss of structural
integrity will result as a concomitant effect of any damage developed
in the system. The total number of postulated occurrences for such
events shall not exceed 25.

(4) Faulted Condition - Those combinations of conditions associated with
extremely low probability postulated events whose consequences are
such that the integrity and operability of the nuclear energy system
may be impaired to the extent where considerations require compliance
with safety criteria as may be specified by jurisdictional
authorities. Among the Faulted Conditions may be a specified
earthquake for which safe shutdown is required.
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TABLE 5A-2 (Sheet I of 4)

LOADING CONDITIONS AND STRESS LIMITS: PRESSURE VESSELS

LOADING CONDITIONS

1. Normal Condition (a)

(b)

(c)

(a)

(b)

(c)

STRESS INTENSITY LIMITS

Pm < Sm"

Pm (or PL) + PB < 1.5 Sm

Pm (or PL) + PB + Q < 3"OSm

NOTE

1

2

2. Upset Condition Pm <- S m

Pm (or PL) + PB -

Pm (or PL) + P3 +

1. 5Sm

Q :• 3. 0Sm

1

2

3. Emergency Condition

4. Faulted Condition

(a) Pm < 1.2Sm or Sy
whichever is larger

(b) Pm (or PL) + Pe < 1.5 (1.2Sm)
or 1.5S, whichever is larger

Design Limit Curves as discussed
in the text and attached

3

4

m

PL

PB

Q

Sm

Sy

= primary general membrane stress intensity

= primary local membrane stress intensity

- primary bending stress intensity

= secondary stress intensity

- stress intensity from ASME B&PV Code, Section III, Nuclear Vessels

= minimum specified material yield (ASME B&PV Code, Section III,
Table N-421 or equivalent)
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TABLE 5A-2 (Sheet 2 of 4)

LOADING CONDITIONS AND STRESS LIMITS: PRESSURE PIPING

LOADING CONDITIONS

1. Normal Condition

2. Upset Condition

(a)

(b)

(a)

(b)

(a)

(b)

Pm

P m

Pm

Pm

Pm

STRESS LIMITS

<S

(or PL) + PB < S

< 1.2S

(or PL) + PB < 1.25S

< 1.2S

(or PL) + PB < 1.5 (1.2S)

3. Emergency Condition

4. Faulted Condition DesignLimit Curves as discussed
in the text and attached

PL

PB

S

primary general membrane stress

- primary local membrane stress

primary bending stress

allowable stress from USASI B31.1 Code for Pressure Piping
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TABLE 5A-2 (Sheet 3 of 4)

LOADING CONDITIONS AND STRESS LIMITS: EOUIPMENT SUPPORTS

LOADING CONDITIONS

1. Normal Condition

2. Upset Condition

3. Emergency Condition

4. Faulted Condition

STRESS-INTENSITY LIMITS

Working Stresses or Applicable Factored Load
Design Values

Working Stresses or Applicable Factored Load

Design Values

Within yield after load redistribution

Permanent Deflection of Supports Limited to
Maintain Supported Equipment Within Design Limit
Curves as discussed in the text and attached
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TABLE 5A-2 (Sheet 4 of 4)

Notes for Tables 5A-2

Note 1: The limits on local membrane stress intensity (PL • 1"SSm) and primary
membrane plus primary bending stress intensity (Pm (or PL) + PB
1.5Sm) need not be satisfied at a specific location if it can be
shown by means of limit analysis or by tests that the specified
loadings do not exceed 2/3 or the lower bound collapse load as per
paragraph N-4217.6(b) of the ASME B&PV Code, Section III, Nuclear
Vessels.

Note 2: In lieu of satisfying the specific requirements for the local membrane
(PL • 1.5S) or the primary plus secondary stress Intensity (RL + PB +
Q:• 3Sm) at a specific location, the structural action may be
calculated on a plastic basis and the design will be considered to be
acceptable if shakedown occurs, as opposed to continuing deformation,
and if the deformations which occur prior to shakedown do not exceed
specified limits, as per paragraph N-417,6(a) (2) of the ASME B&PV
Code, Section III, Nuclear Vessels.

Note 3: The limits on local membrane stress intensity (PL • 1.5Sm) and primary
membrane plus primary bending stress intensity (Pm (or PL) + PB •
1.5Sm) need not be satisfied at a specific location if it can be
shown by means of limit analysis or by tests that the specified
loadings do not exceed 120 percent of 2/3 of the lower bound collapse
load as per paragraph N-417.10(c) of the ASME B&PV Code, Section III,
Nuclear Vessels.

Note 4: As an alternate to the design limit curves which represent a pseudo
plastic instability analysis, a plastic instability analysis may be
performed in some specific cases considering the actual strain-
hardening characteristics of the material, but with yield strength
adjusted to correspond to the tabulated value at the appropriate
temperature in Table N-424 or N-425, as per paragraph N-417.11(c) of
the ASME B&PV Code, Section III, Nuclear Vessels. These specific
cases will be justified on an individual basis.
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Matirial: SA 376 Tp 316
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APPENDIX 5B

DETERMINATION OF REACTOR PRESSURE
VESSEL NDTT

1. MEASUREMENT OF INTEGRATED FAST NEUTRON (E > 1.0 MEV) FLUX AT THE
IRRADIATION SAMPLES

Information on the spectrum of neutron fluxes at the location of the
irradiation samples is obtained from the multigroup diffusion code P1MG(1".
Dosimeters including U-238, Np-237, Co-Al, Cu, Ni, Cd shielded Co Al, and
Fe from specimens are contained in the capsule assemblies.

The procedure for measurement of fast neutron flux by the 54 Fe (n, p) 54Mn
reaction is described below. The measurement technique for the other
dosimeters, which are sensitive to different portions of the neutron
spectrum, is similar.

The 54Mn product of this reaction has a half life of 314 days and emits
gamma rays of 0.84 Mev energy which are easily detected using a Nal
scintillator. In irradiated steel samples, chemical separation of the 54Mn
may be performed to ensure freedom from interfacing activities. This
separation is simple and very effective, yielding sources of very pure Mn
activity. In some samples all the interferences may be corrected for by
the gamma spectrometric methods without any chemical separation. The count
data is used to give the specific activity of 54Mn per gram of iron.
Because of the relatively long half life of 54Mn the flux may be calculated
for irradiation periods up to about two years. Beyond this time the
dosimeter begins to reflect the later stages of the irradiation.
Calculation of total dose is from flux and integrated power output. The
burnout of the 54Mn produced is not significant until the thermal flux is
about 1014 neutrons cm*2 secI.

The analysis of the sample requires that two steps are completed: one the
measurement of 54Mn disintegration rate per unit mass of sample and second
measurement of iron content of the sample. Having completed these analyses
the calculation of the flux is as follows:

For an irradiation the activity of any activation product (A) is given by:

A = *oN (1 -atj)e-Xt"

Where * is the neutron flux, n/cm2 sec

a the cross-section, barns
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N number of target atoms

X decay constant of product, sec-'

tj irradiation time, sec

td decay time from end of irradiation to counting time, sec

Then for a power reactor operating at various power levels over some long
period we allow for flux changes by dividing the exposure period into
several parts and normalizing the flux in each part as that fraction of

full power represented. Then for T periods:

(2)

A = 4m oN• (1 - e-lt ") eItd, F.

Where OM = flux at maximum power, n/cm2 , sec

tin = cooling time for end of n1h period, sec

td. = cooling time for end of nth period, sec

F,, = flux normalizing factor which is

actual power output in nth period
maximum possible in n th period

If now we write

(3)
55

4*' UN = c O P1G (E, r) -aue (E)
1

Where E is the energy

r radial distance from core center line.
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where the right hand side of ecuation (3) is the sum of the products of
P1MG fluxes and the 54Fe (n,p) 4Mn cross section (2) averaged over the P1MG
energy groups, then the measured neutron flux (E > I Mev) is given by:

10 Mev

4 (E > 1 Mev) = C *,pImG (E,r)
E-1.0

where C is a constant

The error involved in the measurement of the specific activity of the
dosimeter after irradiation is estimated to be + 5%.

2. CALCULATION OF INTEGRATED FAST NEUTRON (E > 1.0 MEV) FLUX AT THE
IRRADIATION SAMPLES

The method to be described hereinis an approximation to the ideal 3
dimensional neutron transport solution but correlations between its
predictions and measurements on samples irradiated in the Yankee and Saxton
cores indicate good agreement.

The spectrum of neutron fluxes at the capsule location is obtained from the
one dimensional multigroup diffusion code P1MG(') for the array of annular
shields surrounding a cylindrical core of infinite height. The cylindrical
core has a cross-sectional area equal to that of the actual core. The
radial source distribution chosen for the core represents the expected
average over the life of the station. The magnitude of the neutron fluxes
generated by the P1MG Code, which does not treat transport effects, is
adjusted by application of a spatial correction factor. This factor is the
ratio of the fast neutron dose rate calculated by the SPIC-1(3) code for an
all water medium surrounding a typical Westinghouse PWR to the fast neutron
dose rate obtained by P1MG in the identical geometry. The SPIC-1 fast
neutron dose rate calculation uses an empirical fast neutron attenuation
kernel in the form of a linear combination of single exponentials which are
fitted to the experimental fast neutron dose rate distribution in pure
water.

The axial and azimuthal variations of neutron flux at the capsule location
are determined separately. The axial distribution is expressed as the
ratio of the normalized results of two calculations using PDQ4, 4 ) a two
dimensional 4 group (r,z) diffusion code. In the first of these an
infinitely high equivalent cylindrical core with a fission neutron source
strength S,, per unit height is surrounded by an all water medium
containing the capsule location. In the second, the finite height is
surrounded by an all water medium. The fixed source option of the PDQ4
code is selected so that the axial variation of source strength in the core
represents a good approximation to the average over the core life. The
radial distribution is identical to that chosen for P1MG. The ratio,
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*(E, r, Z)"F SI
SF XSP •(E, Z) I

where subscripts F and I denote finite and infinite core representations
respectively, is the required axial correction term.

The azimuthal distributions of neutron fluxes at the sample location are
derived from a comparison of the results of the two dimensional 4 group
(x,y),code PDQ3(5 ) and the one dimensional 4 group diffusion program AIM-
5(6) In the PDQ3 calculation the core, whose shape can be specified
exactly, is surrounded by an all water medium. The radial and azimuthal
source distributions in the core are both reasonable approximations to the
averages expected during the core life. The radial source distribution in
the AIM-5 calculation, in which the equivalent cylindrical core is
surrounded by an all water medium, is identical to that chosen for P1MG.

The product of,

1) The spatially corrected P1MG results,

2) Axial correction term, and

3) Azimuthal correction term,

defines the three dimensional verification of neutron flux at the sample
locations.

The technique indicated above overpredicts Saxton measurement by 30 percent
and the Yankee measured values by 14 percent. In both reactors the
measured results are averages for a set of specimens in a capsule located
outside the thermal shield opposite a core corner. More recently, results
from SELNI specimens were overpredicted by 10 percent.

The reported technique also gives excellent agreement with measured data
reported for the PM2A reactor. Based on the above evidence, it is
concluded that the P1MG calculation, corrected asdescribed, is
conservative by approximately 20 percent.

3. MEASUREMENT OF THE INITIAL NDTT OF THE REACTOR PRESSURE VESSEL BASE
PLATE AND FORGINGS MATERIAL

The unirradiated or initial NDT temperature of pressure vessel base plate
and forgings material is presently measured by two methods. These methods
are the drop weight test per ASTM E208 and the Charpy V-notch impact test
(Type A) per ASTM E23. The NOT temperature is defined in ASTM E208 as "the
temperature at which a specimen is broken in a series of tests in which
duplicate no break performance occurs at 10°F higher temperature". Using
the Charpy V-notch test, the NDTT is defined as the temperature at which
the energy required to break the specimen is a certain "fixed" value. For
SA 533B Class I and A508 Class 2 and A508 Class 3 steel the ASME III Table
N-421 specifies an energy value of 30 ft-lb. This value is based on a
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correlation with the drop weight test and is referred to as the "30 ft-lb-
fix". A curve of the temperature versus energy absorbed in breaking the
specimen is plotted. To obtain this curve, 15 tests are performed which
include three tests at five different temperatures. The intersection of
the energy versus temperature curve with the 30 ft-lb ordinate is
designated as the NDTT.

As part of the Westinghouse surveillance program referred to above, Charpy
V-impact tests, tensile tests, and fracture mechanics specimens are taken
from the core region plates and forgings, and core region weldments
including heat-affected zone material. The test locations are similar to
those used in the tests by the fabricator at the plate mill.

The uncertainties of measurement of the NDTT of base plate are:

1) Differences in Charpy V-notch foot pound values at a given temperature
between specimens.

2) Variation of impact properties through plate thickness.

The fracture toughness technology for pressure vessels and correlation with
service failures based on Charpy V-notch impact data are based on the
averaging of data. The Charpy V-notch 30 ft-lb "fix" temperature is based
on multiple tests by the material supplier, the fabricator, and by
Westinghouse as part of the surveillance program. The average of sets of
three specimens at each test temperature is used in determining each of
five data points (total of 15 specimens). In the review of available data,
differences of O°F to approximately 40°F are observed in comparing curves
plotted through the minimum and average values respectively. The value of
NDTT derived from the average curve is judged to be representative of the
material because of the averaging of at least 15 data points, consistent
with the specified procedures of ASTM E23. In the case of the assessment
of NDTT shift due to fast neutron flux, the displacement of transition
curves is measured. The selection of maximum, minimum or average curves
for this assessment is not significant since like curves are used.

There are quantitative differences between the NDT temperature measurements
at the surface, 1/4 thickness or the center of a plate. Differences in NDT
temperature between 1/4T and the center in heavy plates had been observed
to vary from improvement in the NDT temperature to increases up to 85°F.
The NDT temperature at the surface had been measured to be as much as 85°F
lower than at 1/4T.

The 1/4T location is considered conservative since the enhanced
metallurgical properties of the surface are not used for the determination
of NDT temperature. In addition, the limiting NDT temperature for the
reactor vessel after operation is based on the NDT temperature shift due to
irradiation. Since the fast neutron dose is highest at the inner surface,
usage of the 1/4T NDT temperature criterion is conservative.

Data are being accumulated on the variation of NDT across heavy section
steels at Westinghouse Nuclear Energy Systems. Similarly, the Pressure
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Vessel Research Committee sponsors an evaluation of properties of pressure
vessel steels in plates and forgings greater than 6 inches thick.
Preliminary data show NDT temperature differences between 1/4T and center
of less than 20'F. The present criteria of using NDT temperature +.60°F at
the 1/4T location without taking advantage of the enhanced properties at
the surface of reactor vessel plates is conservative.

To assess any possible uncertainties in the consideration of NDT
temperature shift for welds heat affected zone, the base metal, test
specimens of these three "material types" are included in the reactor
vessel surveillance program.

4. CALCULATION OF THE REACTOR PRESSURE VESSEL REFERENCE TEMPERATURE FOR
PRESSURIZED THERMAL SHOCK (RTpTs) VALUES

Calculations have been made in order to determine Reference Temperature for
Pressurized Thermal Shock (RTPTS) values for the Units 1 and 2 reactor
vessels to meet the requirements of the NRC Rule for Pressurized Thermal
Shock (8). These calculations are based on a neutron exposure evaluation
and a reactor vessel material study (7). Conclusions reveal that at end-
of-license both Units 1 and 2 will be under the NRC RTpTs screening values
(270°F for plates, forging, axial welds and 300°F for circumferential
welds) and at 32 EFPY Unit 1 will be at or just below the screening values
for plates, forgings, axial welds) and Unit 2 will be under all the NRC
RTPTS screening values. These conclusions are based on using actual and
projected fluence values.

In performing the fast neutron exposure evaluations, two sets of transport
calculations were utilized. A single computation in the conventional
forward mode was used as the first set of transport calculations to provide
baseline data derived from a design basis core power distribution against
which cycle by cycle plant specific calculations can be compared. The
forward transport calculation was accomplished using R, 0 geometry in the
DOT discrete ordinates code and the SAILOR cross-section'library. SAILOR
library is a 47 group, ENDF-BIV based data set produced specifically for
light-water reactor applications. Anisotropic scattering is treated with a
P3 expansion of the cross-sections. The design basis core power
distribution used in the forward analysis was derived from statistical
studies of long-term operation of Westinghouse 4-loop plants. The use of
this design basis distribution is expected to yield somewhat conservative
results, especially where low leakage fuel management has been employed.
The second set of transport calculations, the adjoint analysis, was also
utilized using the P3 cross-section approximation from the SAILOR library.
Source locations for the adjoint analysis were chosen at positions along
the inner diameter of the reactor vessel as well as at the center of each
surveillance capsule. These calculations were also run in R, 0 geometry
to provide power distribution importance functions for exposure parameters
of interest (neutron flux >1.0 MeV). The response of interest is then
calculated as:

RR,e = ffe I(R,O)F(R,O)RdRdO
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where

RR,e Response of interest (0(E>1.OMeV)) at radius R and
azimuthal angle 0.

I(R,9) = Adjoint importance function at radius R and azimuthal
angle 0.

F(R,0) Full power fission density at radius R and azimuthal
angle 0.

The calculated fast neutron exposure results are given in Tables 11.2-1
through II.2-12 and in Figures 11.2-I through 11.2-6 in WCAP-10962, (ref.
7). Measured fluence data from previously withdrawn surveillance capsules
are additionally presented in WCAP-10962 for comparison with analytical
results. The comparisons revealed that excellent agreement exists between
the calculated and measured fast neutron fluence levels and are well within
the uncertainty of the experimental results.

The reactor vessel material study consists of the best estimate copper and
nickel chemical compositions of the reactor vessel belt line material
needed for the calculation of RTPTS. Material property values for the
shell plates were derived from vessel fabrication test certificate results
which have been docketed with the NRC, (ref. 5 in WCAP-10962). The weld
property data, however, is not straight-forward as the shell plates in that
the weldments are compounded with variabilities of copper concentrations.
Babcock & Wilcox (B & W) performed a reactor vessel beltline weld chemistry
study in which the results were reported in BAW-1799. In addition, the
Westinghouse Owners Group (WOG) Reactor Vessel Beltline Region Weld Metal
Data Base was also utilized for the material chemistry study. The
statistical analysis evaluation resulted in average mean composition
contents of 0.32 wt% copper and 0.56 wt% nickel, (section III of WCAP-
10962).

Using both the neutron exposure and reactor vessel material evaluations,
determination of RTpTs values for all beltline region materials on both
reactor vessels can be made. The calculation of RTPTS is obtained by
utilizing two equations:

Equation 1:

RTpTs = I+M+[-10+470(Cu)+350(Cu)(Ni)]f°
270

Equation 2:

RTpTs = I+M+283f°-' 9 4

where

I = initial reference transition temperature of unirradiated
material measured as defined in ASME Code, NB-2331. If a
measured value is not available, the following generic mean
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values must be used: 0OF for welds made with Linde 80 flux,
and -560F for welds made with Linde 0091, 1092, 124, and
ARCOS B-5 weld fluxes.

M = margin to be added to cover uncertainties in the values of
initial RTNDT, copper and nickel content, fluence, and
calculation procedures. In equation 1, M=48*F if a measured
value of I was used, M=59°F if generic mean value of I was
used. In equation 2, M=O°F if a measured value of I was
used and M=34 0F if the generic mean value of I was used.

Cu,Ni = Best estimate weight percent copper and nickel in the
material.

f = Maximum neutron fluence, units of 1019 n/cm2 (E Ž1MeV), at
the clad-base-metal interface on the inside surface of the
vessel at the location where the material in question
received the highest fluence for the period of service in
question.

The most limiting values at end-of-license (25.8 EFPY for Unit I and 25.3
EFPY for Unit 2) are 2840F for the circumferential weld (Unit 1) and 238°F
for the longitudinal welds in the lower shell of Unit 2. At 32 EFPY, the
most limiting value for Unit 1 is the circumferential weld which would be
at or just below the NRC screening values and Unit 2 would have all its
RTPTS values below the screening values. These conclusions are based on
using actual and projected fluence values. These values obtained for RTPTS
are dependent upon the fact that the present low leakage pattern fuel
management will be used through the 32 EFPY period (section IV in WCAP-
10962).
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INTRODUCTION

IN ACCORDANCE WITH A CHANGE NOTICE UNDER THE CONTRACT WITH

WESTINGHOUSE ELECTRIC COMPANY, B&W PERFORMED A BASELINE EXAMINATION OF THE

PRESSURE BOUNDARY WELDS USING ULTRASONIC TESTING AS DESCRIBED BY SECTION XI

OF THE ASME CODE, ENTITLED "IN SERVICE INSPECTION OF REACTOR COOLANT

SYSTEMS", AND WESTINGHOUSE REQUIREMENTS. AS A RESULT OF THIS EXAMINATION,

THE CIRCUMFERENTIAL WELD, WR-16, BETWEEN THE MK 6 TRANSITION FORGING AND MK

5 LOWER HEAD WAS SUBJECTED TO FURTHER EXPLORATORY EXAMINATIONS.

THE FOLLOWING REPORT IS A REVIEW OF THE FABRICATION HISTORY, NON-

DESTRUCTIVE TESTING, PROBING AND EVALUATION OF THE EXPLORED AREAS.
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FABRICATION HISTORY

BASE MATERIALS

THE MK 5 LOWER HEAD IS FABRICATED FROM A-533 GRADE B, CLASS 1 CODE

CASE-1339-2 MATERIAL PURCHASED FROM LUKENS STEEL COMPANY, HEAT NO. C-4007-

2, WHICH WAS HOT PRESSED, QUENCHED AND TEMPERED AND ULTRASONICALLY EXAMINED

AT THE BARBERTON WORKS OF THE BABCOCK AND WILCOX COMPANY.

THE MK 6 LOWER HEAD RING IS A-508-64, CLASS 2 MATERIAL, AS MODIFIED BY

ASME SECTION III, ARTICLE 3 AND CODE CASE 1332-3 PURCHASED FROM MIDVALE-

HEPPENSTALL COMPANY. THE HEAT NO. IS ZV-3779, BV-2847, FORGING NO. IS FV-

3425. REQUIRED NON-DESTRUCTIVE TESTING INCLUDING ULTRASONIC EXAMINATION

WAS PERFORMED BY THE VENDOR.

MAGNETIC PARTICLE INSPECTION OF THE MACHINED WELD PREPARATION OF THE

MK 5 LOWER HEAD DISCLOSED FIVE DEFECTS 1 1/2" TO 4" LONG, 1/4" TO 5/8"

WIDE, AND 1/8" TO 3/8" DEEP, AS SHOWN IN SKETCH NO. 1, THESE WERE REMOVED

AND REPAIRS MADE PRIOR TO ASSEMBLY WITH THE MK 6 IN ACCORD WITH

SPECIFICATION WS-69 REV. 5. TO MINIMIZE MISMATCH CONDITIONS BETWEEN THE MK

5 AND MK 6, THE LOWER HEAD WAS MACHINED TO A HEIGHT OF 35 15/32" IN LIEU OF

THE PROCESS DIMENSION OF 36 59/64". THE ROOT GAP BETWEEN THE MK 5 AND MK 6

WAS INCREASED FROM 3/4" TO 1 11/16". WHEN ASSEMBLED AND ACCEPTED FOR

WELDING, THE WELD GAP AND MISMATCH CONDITIONS WERE AS SHOWN ON SKETCH NO.

2.
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FABRICATION HISTORY

WELDING OF MK 5 TO MK 6

THE INITIAL WELDING OF CIRCUMFERENTIAL WELD SEAM WR-16 WAS PERFORMED

WITH THE SUBMERGED ARC PROCESS. WELDING WAS STARTED ON AUGUST 11, 1969,

AND COMPLETED ON AUGUST 19, 1969. THE SURFACE OF THE LOW ALLOY WELD WAS

THEN EXAMINED USING THE MAGNETIC PARTICLE METHOD AND ACCEPTED PRIOR TO

CLADDING WITH THE SIX WIRE SUBMERGED ARC PROCESS.

THE BACKING STRAP AND ARCH BARS WERE REMOVED BY ARC AIR. THE ROOT OF

THE WELD AND THE ARCH BAR AREAS WERE GROUND AND EXAMINED BY THE MAGNETIC

PARTICLE METHOD. A 3:1 TAPER IN THE MISMATCH AREAS OF BOTH THE OD AND ID

SURFACES WAS BUILT UP BY THE MANUAL METAL ARC PROCESS WITH ALL OF THE

OPERATIONS BEING COMPLETED ON SEPTEMBER 11, 1969. PREHEAT WAS MAINTAINED

FROM THE INITIATION OF WELDING THRU THE INTERMEDIATE POST WELD HEAT

TREATMENT ON SEPTEMBER 26, 1969 IN FURNACE RUN Q 238 IN ACCORD WITH

SPECIFICATION HT-11.

THE INITIAL WELD WAS RADIOGRAPHICALLY EXAMINED AND THE FOLLOWING

DEFECTS WERE REPORTED:

DEFECT LOCATION
RADIOGRAPHIC (RT) LENGTH OF TYPE OF

STATION NO. DEFECT DEFECT

15-16 12" SLAG

16-17 12" "

17-18 12" "

18-19 12" "

19-20 2 1/2" "

24-25 3/4" "
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FABRICATION HISTORY

SEQUENCE OF WELD REPAIRS

RT STATIONS 15-16, 16-17, 17-18, AND 18-19 WERE REPAIRED,

RADIOGRAPHICALLY EXAMINED, AND ACCEPTED AFTER THE FIRST REPAIR CYCLE; RT

STATION 24-25 AFTER THE SECOND REPAIR CYCLE; AND RT STATION 19-20 AFTER THE

THIRD REPAIR CYCLE. THE REPAIR CYCLES ARE CORRELATED WITH THE REPAIR AREAS

ON DRAWINGS MT. V 12071C SHEETS 2 OF 4 AND 3 OF 4. WELD REPAIRS WERE MADE

IN CONFORMANCE WITH SPECIFICATION WS-69 REV. 5. INTERMEDIATE POST WELD

HEAT TREATMENTS, MADE IN ACCORD WITH HT-11, ARE IDENTIFIED AS FURNACE RUNS

HT-705, P675 AND Q254. THE REPAIR SEQUENCES WERE COMPLETED AND ACCEPTED ON

NOVEMBER 6, 1969.

RADIOGRAPHIC EXAMINATIONS

ALL RADIOGRAPHIC EXAMINATIONS WERE PERFORMED IN ACCORDANCE WITH THE

APPROVED SPECIFICATION AND THE ASME CODE, SECTION III. A COBALT 60, 1/4 X

1/4 IN. SOURCE SIZE, 100 CURIES, WITH A SOURCE TO FILM DISTANCE OF 90" AND

KODAK AA FILM WERE USED. THE FILM WAS PLACED ON THE OUTSIDE OF THE LOWER

HEAD ASSEMBLY WITH THE SOURCE LOCATED ON THE CENTERLINE OF THE ASSEMBLY.

THE ORIGINAL WELD WAS RADIOGRAPHED USING A PANORAMIC EXPOSURE. RADIOGRAPHY

OF REPAIRED AREAS WAS PERFORMED USING INDIVIDUAL EXPOSURES. THE ASME CODE

ACCEPTANCE RADIOGRAPHS WERE REVIEWED AND ACCEPTED BY QUALIFIED B&W

RADIOGRAPHERS C. WHITE AND C. MATHIS W. OWENS FOR WESTINGHOUSE AND R.

MASON, THE AUTHORIZED CODE INSPECTOR AT THE MT. VERNON WORKS.
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FABRICATION HISTORY

COMPLETION OF THE VESSEL

FABRICATION OF THE REACTOR VESSEL WAS CONTINUED IN ACCORD WITH THE

PROCESS SHEETS AND CULMINATED IN THE FINAL POST WELD HEAT TREATMENT

PERFORMED IN FURNACE RUN HT-791 ON OCTOBER 28, 1970.

THE HYDROSTATIC TEST WAS SUCCESSFULLY PERFORMED ON DECEMBER 15, 1970.

REVIEW OF PERTINENT RECORDS

A REVIEW OF ALL POST WELD HEAT TREATMENTS DISCLOSED NO DEVIATIONS FROM

THE APPROVED HEAT TREATING PROCEDURES.

THE QUALIFICATION RECORDS OF ALL SUBMERGED ARC AND MANUAL METAL ARC

WELDERS HAVE BEEN REVIEWED AND FOUND TO BE IN ORDER.

THE WELDING MATERIALS TESTS FOR THE WIRE/FLUX COMBINATION USED IN

SUBMERGED ARC WELDING AS WELL AS THOSE FOR THE MANUAL METAL ARC ELECTRODES

WERE REVIEWED AND FOUND TO BE ACCEPTABLE.

ATTACHMENTS "A" AND "B" PROVIDE THE WELDING RECORDS.
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PREOPERATIONAL INSPECTION

THE BASE LINE INSPECTION OF THE REACTOR VESSEL AND CLOSURE HEAD WAS

PERFORMED AFTER THE HYDROSTATIC TEST USING ULTRASONIC TESTING PROCEDURES IN

ACCORDANCE WITH B&W SPECIFICATION BLI-1. (ATTACHMENT C) THIS INSPECTION

INCLUDED ALL FULL PENETRATION PRESSURE BOUNDARY WELDS AND BASE METAL

ADJACENT TO THE WELDS FOR A DISTANCE EQUAL TO THE THICKNESS OF THE PRESSURE

PART AT THE WELD. THE INSPECTION WAS PERFORMED FROM THE INSIDE OF THE

REACTOR VESSEL AND THE OUTSIDE OF THE CLOSURE HEAD SINCE FUTURE INSPECTIONS

WILL BE MADE IN THIS WAY.

CALIBRATION PROCEDURE

THE CALIBRATION BLOCKS WERE FABRICATED TO THE REQUIREMENTS OF

PARAGRAPH IX 343 OF THE 1968 EDITION OF ASME SECTION III. THE BLOCK WAS

CLAD TO DUPLICATE THE REACTOR VESSEL INSIDE SURFACE. A SPERRY UM 721

REFLECTOSCOPE WAS COUPLED TO A 1" X I" BRANSON Z, 45 DEGREE ANGLE BEAM

TRANSDUCER. THE PRIMARY REFERENCE LEVEL USED WAS A DISTANCE AMPLITUDE

CURVE CONSTRUCTED AS DESCRIBED IN B&W SPECIFICATION BLI-1.

INSPECTION RESULTS

TWENTY THREE INDICATIONS WHICH EXCEEDED 20% OF THE PRIMARY REFERENCE

LEVEL WERE DETECTED IN THE MK 5 TO MK 6 WELD. EIGHT OF THESE INDICATIONS

EXCEEDED THE 100% PRIMARY REFERENCE LEVEL. ALL TWENTY THREE INDICATIONS

WERE RECORDED.
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EVALUATION OF INSPECTION-RESULTS

IN ACCORDANCE WITH PARAGRAPH IX 347 OF SECTION III AND IS 312 OF

SECTION XI OF THE ASME CODE, THESE INDICATIONS WERE EVALUATED FURTHER TO

DETERMINE THEIR SHAPE, IDENTITY AND LOCATION. THIS EVALUATION WAS

ACCOMPLISHED AS FOLLOWS:

ULTRASONICS

THE TWENTY THREE RECORDABLE INDICATIONS FOUND BY THE 45 DEGREE SHEAR

WAVE EXAMINATION WERE EVALUATED USING LONGITUDINAL AND VARIOUS SHEAR WAVE

ANGLE BEAMS. IT WAS DETERMINED THAT THE 60 DEGREE SHEAR WAVE GAVE THE

MAXIMUM RESPONSE. WITH THIS TECHNIQUE, INDICATIONS NUMBERED 9 THROUGH 20

WERE EVALUATED AS BEING NON FUSION. INDICATIONS NUMBER I THROUGH 8 AND

INDICATIONS 22 AND 23 WERE EVALUATED AS SLAG. THE DIFFERENCE BETWEEN A

SLAG OF NON FUSION TYPE INDICATION IS DETERMINED FROM THE PRESENTATION ON

THE CATHODE RAY TUBE. THE NON FUSION TYPE INDICATION IS CHARACTERIZED BY A

SHARP, HIGH AMPLITUDE SIGNAL WHICH WILL TRAVEL ALONG THE HORIZONTAL TIME

SCALE OF THE CATHODE RAY TUBE AS THE SOUND WAVE TRAVERSES THE INDICATION.

THE SLAG TYPE OF INDICATION PRESENTS A SMALL AMPLITUDE SIGNAL, BULBOUS IN

NATURE, WHICH DOES NOT TRAVEL ALONG THE HORIZONTAL TIME AXIS SINCE THE SLAG

PARTICLES ARE USUALLY ROUNDED AND OFFER ONLY A SINGLE POINT REFLECTOR

SURFACE. IT SHOULD BE NOTED THAT THE DATA RECORDED ON DRAWING MT V 12071C

SHEETS ONE THRU FOUR REPRESENT THE TRANSDUCER MOVEMENT AND NOT THE ACTUAL

SIZE, WHICH WOULD BE SMALLER. INDICATIONS IDENTIFIED ABOVE AS SLAG ARE

PERMITTED BY BLI-1 AND ASME SECTION III, PARAGRAPH N-625-3.
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EVALUATION OF INSPECTION RESULTS

THEIR SIZE AND LOCATION HAVE BEEN RECORDED FOR FUTURE REFERENCE.

INDICATIONS WHICH WERE EVALUATED AS NON FUSION HAVE BEEN REMOVED.

RADIOGRAPHY

THE ASME CODE SECTION III ACCEPTANCE RADIOGRAPHS OF THE MK 5 AND MK 6

WELD WERE AGAIN REVIEWED PAYING PARTICULAR ATTENTION TO THE AREAS IN WHICH

THE TWENTY THREE RECORDABLE INDICATIONS WERE REPORTED. NONE OF THE

INDICATIONS FOUND BY ULTRASONIC EXAMINATION WAS OBSERVED. BOTH INDIVIDUAL

SHOTS AND PANORAMIC EXPOSURE RESOLVED THE 2 T HOLE IN THE PENETRAMETERS AS

REQUIRED BY THE ASME CODE SECTION III. TO AID IN EVALUATING THE TWENTY

THREE RECORDABLE INDICATIONS, ADDITIONAL RADIOGRAPHY WAS PERFORMED USING

THE FOLLOWING SPECIAL METHODS, NONE OF WHICH ARE REQUIRED UNDER THE

APPLICABLE PORTION OF THE ASME CODE.

METHOD "A" SOURCE: 200 CURIES COBALT 60
FILM: KODAK AA
FILM LOCATION: OUTSIDE OF VESSEL

THIS TECHNIQUE WAS THE SAME AS THAT USED
PREVIOUSLY EXCEPT THE SOURCE STRENGTH WAS 200
CURIES RATHER THAN 100 AND THE PLANE OF RADIATION
WAS PARALLEL TO THE MK 5 FUSION ZONE, THUS
PROVIDING THE MOST IDEAL GEOMETRY FOR FINDING NON
FUSION IN THE MK 5 SIDE WALL OF THE WELD GROOVE.

SOURCE: 7-1/2 MEV LINEAR ACCELERATOR
FILM: KODAK TYPE M
FILM LOCATION: INSIDE OF THE VESSEL
PLANE OF RADIATION: CENTERLINE OF WELD

THIS TECHNIQUE WAS THE SAME AS THAT NORMALLY USED
EXCEPT THAT TYPE M FILM WAS USED WHICH IS EXTRA
FINE GRAINED.

METHOD "B"
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EVALUATION OF INSPECTION RESULTS

METHOD "C" THE SAME AS "B" EXCEPT THE PLANE OF RADIATION WAS
PARALLEL TO THE MK 5 FUSION ZONE, THUS PROVIDING
THE MOST IDEAL GEOMETRY FOR FINDING NON FUSION I
THE MK 5 SIDE WALL OF THE WELD GROOVE.

ALL OF THE FOREGOING SPECIAL METHODS WERE DESIGNED TO RESOLVE THE 1 T

HOLE IN THE PENETRAMETER IN ADDITION TO THE 2 T HOLE REQUIRED BY THE ASME

CODE SECTION III. EACH METHOD CONFIRMED THE CONDITION AT RADIOGRAPHIC

STATION 14-15 WHICH, ON ULTRASONIC EXAMINATIONS, SHOWED A RESPONSE

EXCEEDING THE 100% REFERENCE LEVEL.

IT SHOULD BE NOTED AT THIS POINT THAT, WHILE IT WAS POSSIBLE TO SHOW

THE CONDITION AT STATION 14-15, THE METHODS EMPLOYED REQUIRED SPECIAL

KNOWLEDGE, GAINED BY ULTRASONIC TESTING, WITH RESPECT TO THE INDICATIONS

AND THEIR LOCATION. IT IS ALSO IMPORTANT TO NOTE THAT, EVEN WITH THIS

KNOWLEDGE, IT WAS NOT POSSIBLE TO SHOW, BY RADIOGRAPHY, ALL OF THE

INDICATIONS FOUND BY ULTRASONIC TESTING.

THE ABILITY OF RADIOGRAPHY TO DETECT NON FUSION TYPE INDICATIONS IS

DEPENDENT UPON:

A. ORIENTATION OF THE INDICATION TO THE PLANE OF RADIATION I.E., THE

THICKNESS RATIO AND GEOMETRY OF THE INDICATION WITH RESPECT TO

TOTAL CROSS SECTION THICKNESS.

B. DEGREE OF SEPARATION.

THE EFFECT OF THE ABOVE FACTORS CAN BE EXPLAINED AS FOLLOWS: CONSIDER

THAT A CERTAIN HOLE ON A PENETRAMETER IS VISIBLE ON THE RADIOGRAPH, A NON

FUSION TYPE INDICATION OF THE SAME SEPARATION AND THICKNESS MAY NOT BE

VISIBLE. THE PENETRAMETER HOLES HAVING SHARP BOUNDARIES, RESULT IN AN
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EVALUATION OF INSPECTION RESULTS

ABRUPT, THOUGH SMALL CHANGE IN METAL THICKNESS WHEREAS THE NON FUSION TYPE

INDICATION HAVING MORE OR LESS CURVED SURFACES CAUSES A GRADUAL CHANGE.

THEREFORE, THE IMAGE OF THE PENETRAMETER HOLE IS SHARPER AND MORE EASILY

SEEN IN THE RADIOGRAPH THAN IS THE IMAGE OF THE NON FUSION INDICATION.

SIMILARLY A NON FUSION INDICATION MAY BE ORIENTED SUCH THAT AS THE X-RAYS

(LINEAR ACCELERATOR) OR GAMMA RAYS (COBALT 60) PASS FROM THE SOURCE TO FILM

ALONG THE THICKNESS OF THE INDICATION, ITS IMAGE ON THE FILM MAY NOT BE

VISIBLE BECAUSE OF THE VERY GRADUAL TRANSITION IN PHOTOGRAPHIC DENSITY IN

THE RADIOGRAPH.

FIGURE IX 333 (A) OF SECTION III OF THE ASME BOILER AND PRESSURE

VESSEL CODE FOR NUCLEAR VESSELS GOVERNS THE RADIATION ENERGIES TO BE USED

FOR RADIOGRAPHY. FOR EXAMPLE, 7.5 MEV (LINATRON) ENERGY SHOULD NOT BE USED

FOR STEEL THICKNESS LESS THAN 2 1/4" WHEREAS THE MINIMUM THICKNESS FOR

COBALT 60 IS 1.5" AND FOR IRIDIUM 192 1". THE UPPER LIMIT FOR IRIDIUM 192

IS 3" AND FOR COBALT 60 11". THE UPPER LIMITS ARE PRIMARILY DICTATED BY

EXPOSURE TIME AND ARE NOT MANDATORY.

FILM DENSITY, SOMETIMES REFERRED TO AS PHOTOGRAPHIC DENSITY TO

DISTINGUISH IT FROM THE MASS DENSITY OF THE OBJECT BEING RADIOGRAPHED, IS

THE DARKENING OF THE RADIOGRAPH CAUSED BY EXPOSURE TO RADIATION AND IS AN

IMPORTANT ATTRIBUTE AFFECTING RADIOGRAPHIC CONTRAST WHICH IS DEFINED AS THE

PHOTOGRAPHIC DENSITY DIFFERENCES FROM ONE AREA TO ANOTHER ON THE

RADIOGRAPH.
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EVALUATION OF INSPECTION RESULTS

MINIMUM PHOTOGRAPHIC DENSITY VALUES ARE SPECIFIED IN ORDER TO OBTAIN A

GRADIENT GREATER THAN 1.0 AS DETERMINED FROM A CHARACTERISTIC CURVE, WHERE

PHOTOGRAPHIC DENSITY IS PLOTTED AGAINST THE LOGARITHM RELATIVE EXPOSURE,

SOMETIMES REFERRED TO AS A H&D CURVE.

IF THE GRADIENT IS GREATER THAN 1.0, THE FILM ACTS AS A CONTRAST

AMPLIFIER WHICH IS OF UTMOST PRACTICAL IMPORTANCE, SINCE OTHERWISE, MANY

SMALL DIFFERENCES IN THE OBJECT BEING RADIOGRAPHED COULD NOT BE MADE

VISIBLE ON THE RADIOGRAPH.

FOR THIS REASON, FILM DENSITY VALUES ARE SPECIFIED AS BEING 2.0

MINIMUM THROUGH THE WELD FOR SINGLE FILM VIEWING AND 2.6 FOR COMPOSITE

VIEWING OF DOUBLE FILM EXPOSURES, WITH EACH FILM OF A COMPOSITE SET TO HAVE

A MINIMUM DENSITYOF 1.0.

RADIOGRAPHIC SENSITIVITY IS A QUALITATIVE TERM REFERRING TO THE SIZE

OF THE SMALLEST DETAIL THAT CAN BE SEEN IN A RADIOGRAPH OR THE EASE WITH

WHICH THE IMAGES OF SMALL DETAILS CAN BE DETECTED AND IS DEPENDENT ON THE

COMBINED EFFECTS OF TWO INDEPENDENT SETS OF FACTORS. ONE IS RADIOGRAPHIC

CONTRAST AND THE OTHER IS DEFINITION, THE ABRUPTNESS OR SMOOTHNESS OF THE

DENSITY TRANSITION.

EQUALLY IMPORTANT, IS THE GEOMETRY OF THE WELD. FOR EXAMPLE, A

CIRCULAR SEAM HAVING A WELD PREPARATION WITH 70 SLOPE ON THE SIDE WALLS AND

THE WIDE PART OF THE GROOVE ON THE OUTSIDE, WOULD BE MOST FAVORABLY

RADIOGRAPHED FROM A GEOMETRIC STANDPOINT USING A SOURCE PLACED ON THE

CENTERLINE OF THE VESSEL IN LINE WITH THE WELD SEAM. THE RADIATION IN THIS

CASE WOULD BE PASSING THROUGH THE WELD RADIALLY WITH THE BEAM SPREAD
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EVALUATION OF INSPECTION RESULTS

CLOSELY PARALLELING THE SLOPE OF THE WELD GROOVE SIDE WALLS. THIS IS IDEAL

AS REGARDS GEOMETRY. THE SOURCE USED IN SUCH A SITUATION WOULD THEREFORE

BE EITHER COBALT 60 OR IRIDIUM 192 BASED UPON THE THICKNESS INVOLVED. ON

THE OTHER HAND, THE SAME WELD CAN BE MEANINGFULLY RADIOGRAPHED USING A

LINAC WITH THE FILM PLACED INSIDE THE VESSEL. IN THIS CASE THE ADVANTAGES

WOULD BE (1) SMALLER FOCAL SPOT AND (2) LARGE QUANTITY OF RADIATION

ENABLING THE USE OF A LONG SOURCE TO FILM DISTANCE AND FINE GRAIN FILM.

THE ABILITY TO OBTAIN A REQUIRED.-LEVEL OF RADIOGRAPHIC SENSITIVITY IS

BASED ON THE TOTAL RADIOGRAPHIC SYSTEM.

A. RADIOACTIVE ENERGY LEVELS

B. PHYSICAL SOURCE SIZE

C. TYPE FILM

D. SOURCE TO FILM DISTANCE

E. EXPOSURE TIME

F. GEOMETRY OF THE WELD

G. LOCATION OF THE SOURCE WITH RELATION TO THE WELD

H. TYPE OF SCREENS AND FILTERS USED

I. FILM DEVELOPMENT

RADIATION ENERGY LEVEL ALONE IS NOT THE CONTROLLING FACTOR IN

OBTAINING A SPECIFIED SENSITIVITY LEVEL.

IN ADDITION, THE PERSONNEL WHO APPLY THE RADIOGRAPHIC PROCEDURES ARE

TRAINED AND QUALIFIED IN ACCORDANCE WITH THE CODE SPECIFIED DOCUMENTS SNT-

TC-1A.
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EVALUATION OF INSPECTION RESULTS

THE RADIOGRAPHY PERFORMED USING COBALT 60 FOR THE CODE ACCEPTANCE

EXAMINATIONS OF THE MK 5 TO MK 6 WELD COMPLIED WITH ALL OF THE CRITERIA

SPECIFIED IN THE CODE AND SHOULD NOT BE CONSIDERED MARGINAL OR LIMITED FOR

THIS APPLICATION.

ALL OF THE RADIOACTIVE SOURCES AND THE VARIOUS ENERGIES PERMITTED BY

THE CODE ARE NEEDED TO EXAMINE THE VARIOUS WELDMENTS AND GEOMETRIES

ENCOUNTERED IN THE FABRICATION OF PRESSURE VESSELS.

COLLATION OF ULTRASONIC TEST RESULTS WITH FABRICATION HISTORY

DRAWING MT. V -12071C SHEETS 1 THRU 4 SHOW THE LOCATION OF THE TWENTY

THREE RECORDABLE INDICATIONS FOUND BY ULTRASONIC EXAMINATION AS RELATED TO

THE RADIOGRAPHIC STATIONS. FURTHER, THE DRAWINGS ILLUSTRATE THE PERTINENT

DIMENSIONS AND LOCATION OF REPAIRS MADE DURING FABRICATION EXCEPT THOSE

MADE TO THE WELD PREPARATION OF THE MK 5. FROM THIS COLLATION, IT IS

APPARENT THAT ALL INDICATIONS EVALUATED AS NON FUSION BY ULTRASONICS WERE

ASSOCIATED WITH AREAS WHICH HAVE UNDERGONE REPAIR.

IT SHOULD BE NOTED THAT ALL RECORDED DATA WERE INITIALLY PLOTTED BASED

ON THE ULTRASONIC DATA OBTAINED FROM THE CLAD SURFACE. VARIABLES SUCH AS

LOWER HEAD CONTOUR, CLADDING INTERFACE WITH BASE METAL, IRREGULAR CLAD

SURFACES AFFECT ACCURATE RADIAL LOCATION CAPABILITY. FURTHER ULTRASONIC

VERIFICATION WAS PERFORMED FROM THE OUTSIDE SURFACE OF THE LOWER HEAD TO

ESTABLISH THE RADIAL AND DEPTH LOCATION OF THE INDICATIONS. THE INSPECTION

RESULTS FROM THE OUTSIDE SURFACES SHOWED THAT ALL INDICATIONS CLASSIFIED AS

NON FUSION WERE ASSOCIATED WITH THE MK 5 FUSION BOUNDARY.
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METALLURGICAL INVESTIGATION

THE INDICATIONS WERE EXPOSED FOR EXAMINATION BY THE ARC AIR PROCESS

AND CHECKED FOR DEPTH; A COMPILATION OF RESULTS BEING SHOWN IN TABLE 1.

THE RESULTANT CAVITIES AT RADIOGRAPHIC STATIONS 14-15 AND 20 WERE GROUND

AND ETCHED WITH A 10% NITAL SOLUTION IN ORDER TO ESTABLISH THE POSITION

WITH RESPECT TO THE WELD SEAM, HEAT AFFECTED ZONEAND BASE METAL.

METALLOGRAPHIC SAMPLES WERE REMOVED FROM RADIOGRAPHIC STATIONS 14-15 AND

15-16 FOR DETERMINATION OF THE TYPE AND ORIGIN OF THE INDICATIONS.

PROBING TECHNIQUE

THE PROBE LOCATIONS WERE CAREFULLY LAID OUT ON THE OUTSIDE SURFACE OF

THE VESSEL USING AN ULTRASONIC PLOT OF THE INDICATION POSITIONS. EACH AREA

WAS THEN PROBED USING THE ARC AIR PROCESS, MAGNETIC PARTICLE INSPECTION

BEING PERFORMED BETWEEN CUTS UPON REACHING 3/4" ABOVE THE REPORTED DEPTH

POSITION. AFTER INITIAL EXPOSURE OF THE INDICATION IN THE CAVITY, THE

TOTAL LENGTH WAS EXPLORED BY PROGRESSIVELY EXTENDING THE CAVITY. AT

RADIOGRAPHIC STATION 20 A CAVITY WAS CUT BETWEEN AND BELOW TWO REPORTED NON

FUSION AREAS, EXPOSING CROSS SECTIONS OF BOTH AREAS IN THE END WALLS OF THE

CAVITY.

EXAMINATION OF CAVITY BETWEEN RADIOGRAPHIC STATIONS 14-15

FIGURE 1 SHOWS THE INDICATION AS REVEALED BY THE MAGNETIC PARTICLE TEST,

THE INSPECTION BEING PERFORMED AFTER GRINDING AND LIGHTLY ETCHING THE
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METALLURGICAL INVESTIGATION

CAVITY. FIGURE 2 SHOWS A MORE DEEPLY ETCHED VIEW OF THE CAVITY, WHICH

ILLUSTRATES THAT THE INDICATION IS ASSOCIATED WITH THE MK 5 FUSION BOUNDARY

OF THE'SUBMERGED ARC WELD. THE LIGHT ETCHING ZONE ADJACENT TO THE

SUBMERGED ARC WELD BOUNDARY REVEALS THE PRESENCE OF ANOTHER WELD AREA,

WHICH INDICATES THAT A REPAIR HAD BEEN MADE TO THE ORIGINAL WELD

PREPARATION SURFACE AT THIS LOCATION.

SAMPLES FOR CHEMICAL ANALYSIS WERE TAKEN WITH A CHIPPING TOOL FROM

BOTH THE SUBMERGED ARC DEPOSIT AND THE APPARENT WELD PREPARATION REPAIR.

THE RECORDED ANALYSIS FOR THESE SAMPLES WAS AS FOLLOWS:

TABLE 2

SAMPLE %.C % Mn % Si % Ni Mo % S % P % Cu

SUBMERGED ARC 0.166 1.40 0.35 0.65 0.40 0.015 0.018 0.19

WELD REPAIR 0.194 1.40 0.29 0.58 0.40 0.013 0.008 0.11

EXAMINATION OF CAVITY AT RADIOGRAPHIC STATION 20

FIGURE 3 SHOWS A VIEW OF THE ETCHED CAVITY, THE INDICATIONS BEING

HIGHLIGHTED BY MAGNETIC PARTICLE TESTING. BASE METAL LAMINAR TYPE

INDICATIONS CAN BE SEEN AT BOTH ENDS OF THE CAVITY, THERE BEING NO EVIDENCE

OF NON FUSION. SHORT CURVED CRACKS WERE OBSERVED AT THE ENDS OF THE

LAMINAR TYPE CONDITION, RUNNING OBLIQUELY THROUGH THE HEAT AFFECTED ZONE TO

THE FUSION BOUNDARY OF THE WELD.

METALLOGRAPHIC EXAMINATION

SAMPLE 1 - RADIOGRAPHIC STATION 14-15

SAMPLE 1 WAS REMOVED BY THE ARC AIR PROCESS AT A DISTANCE OF 2" FROM
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METALLURGICAL INVESTIGATION

RADIOGRAPHIC STATION 14. FIGURES 4A AND 4B (X 2 1/2) SHOW A SEGMENT OF

THIS SAMPLE WITH THE INDICATION FACES IN THE PARTIALLY CLOSED AND OPEN

POSITIONS. NO EVIDENCE WAS PRESENT TO SUPPORT A LOW TEMPERATURE CRACKING

MECHANISM. THE SMOOTH OXIDIZED SURFACES ARE TYPICAL OF A NON FUSION

CONDITION. FIGURES 5A AND 5B (X 2 1/2) SHOW CROSS SECTIONS FROM TWO

POSITIONS WITHIN THE SAMPLE. THE ARC AIR CUTTING OPERATION HAS THERMALLY

AFFECTED A WIDE ZONE ON BOTH SIDES OF THE SAMPLE, DESTROYING THE ORIGINAL

METALLURGICAL STRUCTURE IN THE SUBJECT AREAS. WHILE THE REPAIR WELD CAN

STILL BE DIFFERENTIATED FROM THE SUBMERGED ARC DEPOSIT, NO STRUCTURAL

DETAILS REMAINED TO ALLOW POSITIVE IDENTIFICATION THAT IT WAS A MANUAL

METAL ARC DEPOSIT.

SAMPLE 2 - RADIOGRAPHIC STATION 15-16

SAMPLE 2 WAS TAKEN AT A DISTANCE OF 2 5/8" FROM RADIOGRAPHIC STATION

16 USING BOTH A CUTTING DISC AND THE ARC AIR PROCESS. MACRO EXAMINATION

REVEALED NON FUSION, AS SHOWN IN FIGURES 6 (X 2 1/2) AND 7 (X 11), LOCATED

ON THE BOUNDARY BETWEEN SUBMERGED ARC WELD METAL AND TWO BEADS OF A MANUAL

METAL ARC WELD DEPOSIT. THE MANUAL METAL ARC BEAD PROFILES WOULD SUGGEST

THAT THEY WERE DEPOSITED IN A REPAIR CYCLE TO THE SUBMERGED ARC WELD.

EXAMINATION.AT HIGHER MAGNIFICATION OF THE SUBMERGED ARC DEPOSIT

INDICATED A SLIGHT INCREASE IN CARBON CONTENT IN THE IMMEDIATE VICINITY OF

THE INDICATION, AS SHOWN IN FIGURES 8A AND 8B (X 300). A LIGHT GREY PHASE

WAS PRESENT IN THE INDICATION AT INTERVALS ALONG ITS ENTIRE LENGTH.
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METALLURGICAL INVESTIGATION

ELECTRON PROBE MICRO-ANALYSIS OF THIS PHASE AT B&W AGLLIANCE RESEARCH

CENTER HAS DETECTED A HIGH CONCENTRATION OF IRON AND STRONG EMISSIONS FOR

POTASSIUM, SILICON AND TITANIUM. IT IS CONCLUDED THAT THE PHASE CONSISTS

OF A MIXTURE OF BOTH SLAG FROM MANUAL METAL ELECTRODES AND IRON OXIDES,

WHICH FURTHER SUBSTANTIATES THAT THE DEFECT ORIGINATED DURING MANUAL METAL

ARC REPAIR WELDING OF THE SUBMERGED ARC WELD JOINT.
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DISCUSSION

•METALLOGRAPHIC EVALUATION OF THE INDICATION LOCATED IN RADIOGRAPHIC

STATION 14-15 WAS LIMITED BY THE STRUCTURAL CHANGES IN THE INDICATION

REGION, INDUCED BY ARC AIR CUTTING. EXAMINATION OF THE SURFACES SHOWED NO

EVIDENCE, HOWEVER, OF A LOW.TEMPERATURE CRACK PROPAGATION MECHANISM, THE

SURFACE CONDITION BEING TYPICAL OF NON FUSION INDICATIONS. MACRO ETCHING

OF THE CAVITY SHOWS THAT THE INDICATION WAS LOCATED ON THE BOUNDARY OF THE

SUBMERGED ARC WELD AND A REPAIR TO THE MK 5 WELD PREPARATION.

NON FUSION CAN OCCUR WITH ANY WELDING PROCESS. IN THE MAJORITY OF

CASES WHEN USING THE TWO WELDING PROCESSES, SUBMERGED ARC OR MANUAL METAL

ARC, NON FUSION RESULTS FROM INCORRECT BEAD PLACEMENT OR IRREGULARITIES IN

THE SURFACE OF THE WELD PREPARATION. FROM THE AVAILABLE EVIDENCE IT WAS

NOT POSSIBLE TO POSITIVELY IDENTIFY THE RESPONSIBLE WELDING PROCESS. THE

CARBON VALUES REPORTED IN TABLE 2 COULD BE ATTRIBUTED TO EITHER OF THE

FOLLOWING:

I. INADEQUATE GRINDING OF THE CAVITY AFTER ARC AIR GOUGING TO REMOVE

ALL TRACES OF CARBON ENRICHED MATERIAL.

2. OVERLAPPING OF SAMPLING INTO ADJACENT BASE METAL WITH CONSEQUENT

CARBON PICK UP, DUE TO THE NARROW REPAIR AREA.

EXAMINATION OF THE REPAIR RECORDS FOR RADIOGRAPHIC STATION 15-16, SHOWS

THAT A CAVITY WAS CUT FROM THE INSIDE SURFACE OF THE SUBMERGED ARC WELD TO

A DEPTH OF 4 9/16" AND REPAIRED BY THE MANUAL METAL ARC PROCESS. THE NON

FUSION CONTAINED IN SAMPLE 2 WAS DISCOVERED AT A DEPTH OF 2 1/8" FROM THE
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OUTSIDE SURFACE OF THE SUBMERGED ARC WELD, WHICH WOULD CORRESPOND WITH THE

BOTTOM OF THE REPAIR CAVITY.

THE METALLORGRAPHIC DATA CONFIRMS THAT THE NON FUSION WAS IN FACT

LOCATED ALONG THE BOUNDARY OF A MANUAL METAL ARC WELD, THE SLIGHT CARBON

ENRICHMENT IN THE ADJACENT SUBMERGED ARC WELD INDICATING PRIOR ARC AIR

GOUGING. THE PRESENCE OF ELECTRODE COATING ELEMENTS IN THE INDICATION

FURTHER SUPPORTS THAT IT ORIGINATED DURING MANUAL METAL ARC REPAIR WELDING

OF THE SEAM WHICH IS ATTRIBUTED TO INCORRECT BEAD PLACEMENT. ALTHOUGH THE

INDICATIONS BETWEEN RADIOGRAPHIC STATIONS 19-21 WERE EVALUATED BY

ULTRASONICS AS NO FUSION, SUBSEQUENT PROBING PROVED THEM TO BE LAMINAR

INDICATIONS IN THE MK 5 BASE MATERIAL. THE CONCENTRATED EFFECTS OF THE

WELDING STRESSES AT THE END OF THE CODE ACCEPTABLE LAMINAR INDICATIONS

RESULTED IN PROPAGATION OF SHORT CRACKS TO THE WELD FUSION BOUNDARY. IT IS

BELIEVED THAT THESE CRACKS ACTED AS A FOCUSSING REFLECTOR FOR THE

ULTRASONIC WAVES, PRODUCING A HIGH AMPLITUDE SIGNAL CHARACTERISTIC OF A

CRACK OR OF NON FUSION.
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CORRECTIVE ACTION

REPAIR OF ZION I VESSEL

THE CAVITIES RESULTING FROM THE REMOVAL OF INDICATIONS EVALUATED AS

NON FUSION ARE DEPICTED IN DRAWING MT V 12071 SHEET 5. THE REPAIR OF THESE

CAVITIES IS OUTLINED IN ATTACHMENT D.

AFTER LOCAL STRESS RELIEF THE FOLLOWING NON DESTRUCTIVE TESTS WERE

PERFORMED:

A MAGNETIC PARTICLE EXAMINATION (Y-5 YOKE) WAS MADE OF THE ENTIRE

OUTSIDE SURFACE OF THE WR-16 WELD AND WAS ACCEPTED ON FEBRUARY 9, 1971. A

100% LIQUID PENETRANT INSPECTION (SOLVENT REMOVABLE) WAS PERFORMED ON THE

WR-33 BACKCLADDING AND ACCEPTED ON FEBRUARY 11, 1971. THE WR-16 WELD WAS

RE-INSPECTED FROM THE INSIDE SURFACE BY ULTRASONICS IN ACCORDANCE WITH B&W

SPECIFICATION BLI-1. NO REJECTABLE INDICATIONS WERE FOUND, THE WELD BEING

ACCEPTED ON FEBRUARY 10, 1971. A RADIOGRAPHIC EXAMINATION WAS PERFORMED OF

THE SEGMENT OF THE SEAM WHICH HAD BEEN WELD REPAIRED, USING A 12 MEV LINAC

UNIT AND KODAK AA FILM. EXPOSURES WERE TERMINATED AT ONE 12" RADIOGRAPHIC

STATION PAST THE ENDS OF THE REPAIRED REGION. NO REJECTABLE INDICATIONS

WERE FOUND, THE WELD BEING ACCEPTED ON FEBRUARY 11, 1971.

IMPROVEMENT OF WELD PERFORMANCE

THE SEAM BETWEEN THE MK 5/6 WAS WELDED IN THE PERIOD AUGUST, 1969 TO

NOVEMBER, 1969. SINCE THAT TIME, B&W HAS ADDED EXPERIENCED AND SKILLED

SUPERVISORY PERSONNEL IN THE WELDING GROUPS. FURTHER, ALL WELDING
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CORRECTIVE ACTION

OPERATORS HAVE RECEIVED ADDITIONAL TRAINING WITH PARTICULAR EMPHASIS BEING

PLACED ON THE IMPORTANCE OF BEAD SEQUENCE AND PREPARATION OF CAVITIES.

THE EFFECTIVENESS OF THE ABOVE ACTIONS IS DEMONSTRATED BY A

PROGRESSIVE IMPROVEMENT IN THE WELD DEFECT RATINGS FOR BOTH MANUAL METAL

ARC AND SUBMERGED ARC WELDING. THE IMPROVEMENT IN PERFORMANCE IS

ILLUSTRATED AS FOLLOWS:

THE MANUAL METAL ARC DEFECT RATING FOR THE MONTH OF AUGUST 1969

WAS 2.78%. THE RATING WAS REDUCED TO 0.32% BY DECEMBER 1970.

SIMILARLY, THE SUBMERGED ARC DEFECT RATING OF 4.7% WAS REDUCED TO

0.25% FOR THE SAME PERIOD.

THE OVERALL IMPROVEMENT IN PERFORMANCE IS EVEN GREATER THAN INDICATED

BY-THE ABOVE PERCENTAGES. THE ORIGINAL CONCEPT OF THE WELD DEFECT RATING

PROGRAM WAS BASED ON RADIOGRAPHIC INSPECTION RESULTS ONLY. THE PRESENT

PROGRAM, WHICH WAS INITIATED IN APRIL, 1970 NOW INCLUDES THE RESULTS OF ALL

NON DESTRUCTIVE TEST METHODS IN THE RATING EVALUATION.

AN AUDIT OF THE WELDING OPERATIONS HAS SHOWN THE PRACTICES OUTLINED

ABOVE ARE BEING FOLLOWED. THIS MONITORING PROGRAM WILL BE CONTINUED AND AN

EFFORT MADE TO FURTHER REDUCE THE INCIDENCE OF WELD DEFECTS.
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ATTACHMENT-A

LISTING OF WELDERS AND WELDING

MATERIALS WHICH PERTAIN TO THE

MK 5/6 WELD
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1

LISTING OF WELDERS
AND WELDING MATERIALS

T -, WIRE
DATE ! WELDER'S WELD WELD HT. NO. OR FLUX

WELDED NAME/NO. PROCESS *DATA SHEET IP-ORDER NO. LOT NO.

8-11-69
8-11-69
8-12-69

8-12-69
8-13-69

8-13-69
8-14-v`9

8-14-69
8-15-69

8-15-69
8-16-69

8-16-69
8-18-69

8-18-69
8-19-69
9-19-69

1174 CHANDLER
1149 EVANS
1112 GARRETT
1559 BAILEY
1328 WHIPPLE
1305 SKIPWORTI
1459 EVANS
1174 CHANDLER
1112 GARRETT
1559 BAILEY
1387 DUVALL
1328 WHIPPLE
1184 CHANDLER
1459 EVANS
1112 GARRETT
1559 BAILEY
1387 DUVALL
1328 WHIPPLE
1174 CHANDLER
309 NAAS

1112 GARRETT
1559 BAILEY
1387 DUVALL
1328 WHIPPLE
1174 CHANDLER
1459 EVANS
1112 GARRETT
1559 BAILEY
1328 WHIPPLE
1333 WILSON

309 NAAS
1041: CARRIER
1559 BAILEY
1387 DUVALL
1328 WHIPPLE
1459 EVANS
1174 CHANDLER
1559 BAILEY
ORIGINAL WELD

I

S/A

COMPLETE

WR-16, ALT.1
R-0A

299L44

I
8630

y
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2

LISTING OF WELDERS
AND WELDING MATERIALS

A5-144-1 C/S

DATE
WELDED

9-9-69

9-9-69
9-10-69

9-10-69
9-11-69

.- 11-69
9-12-69
9-12-69

9-15-69
9-18-69
9-18-69

10- 8-69
10- 8-69
10- 9-69

WELDER'S
NAME/NO.

1299 TROUT
1287 EARLY
1192 COX
1296 SINGER
1141 MEYER
1080 STALLINGS
1110 BAYLER
1202 DOUGLAS
1417 MINTON
1290 MULVEY
1382 BOWLING
1261 ROBISON
1188 BOULTINGHOOSE
1417 MINTON
1110 BAYLER
1290 MULVEY
1226 CARMON
1436 FUGATE
1024 ODLE
1081 ROMERHAUSEN
1290 MULVEY
1081 ROMERHAUSEN
1250 INGRAM
1301 BRISCOE
1192 COX
1234 BROWNING
1024 ODLE
1.296 SINGER
1110 BAYLER
1417 MINTON
1233 PATRICK
1234 BROWNING
1024 ODLE
1447 CROWDUS
1110 BAYLER
1299 TROUT
1409 FRITTS
1274 DONNER
1243 PHILLIPS
1234 BROWNING
1409 FRITTS
1206 BRAUSER
1290 MULVEY
1223 PATRICK

WELD
PROCESS

WELD
DATA SHEET

WIRE
HT. NO. OR
P-ORDER NO.

..........

REPAIR TO
WS 69-5

WS 69-5

818-026349

818-026349
818-026224
818-026349
818-026349
818-026222

818-026222
495V3011

1k

FLUX
LOT NO.

NOT
APPLICABLE

N/A

10- 9-69
10-10-69

10-10-69
10-22-69
10-22-69

ic -22-69
10-23-69
10-23-69

--29-69
w0-29-69

495V3011
818-026222

818-025187
818-025187
818-026223
818-025187
818-026223MMA
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LISTING OF WELDERS
AND WELDING MATERIALS

DATE
WELDED

A5-144-1 C/S

WELDWELDER'S WELD
DATA SHEEPROCESS

NA-/N1

10-30-69

10-31-69
10-31-69
11- 1-69
11- 1-69
11- 2-69
11- 2-69

1351 GRABERT

1261 ROBISON
1234 BROWNING
1198 BARTOK
1441 McDOWELL
1271 STANKOVICH
1351 GRAGERT

MMA

I"

WS 69-5

WS 69-5

WIRE
HT. NO. OR FLUX

PORDER NO. LOT NO.

(818-025187 I N/A
(818-026223 1
818-026223
818-026223
818-025187
818-025187 *i
818-025187 I
818-025187 1 N/A
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4

LISTING .OF WELDERS
AND WELDING MATERIALS

5-152-1 W/P
-

7 WIRE

DATE
WELDED

6-25-69
6-25-69
7-24-69

WELDER' S
NAME/NO.

WELD
PROCESS

WELD
DATA SHEET

WIREHT. NO. OR
P-ORDER NO.

-. - 4

FLUXLOT NO

N/A
N/A
N/A

1228
1268
1296

PUCKETT
LITTON
SINGER

MMAMMA
MMA

WS 69-5
WS 69-5
WS 69-5

818-021736818-021736
818-026224
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ATTACHMENT B

WELDING PROCEDURE QUALIFICATION

AND WELDING MATERIALS TEST REPORTS

WHICH PERTAIN TO THE MK 5/6 WELD

5C-27



TWE 3A9COCX & WILCOX COWAi
BARNERTON. OHIO

CONT3ACV

EPPCIFTI

A&C--DOF PROCEDURE AND/OR OPERATOR 0 ALIFICATION' TEST-OC 2EU-122

F NO. 610-0112
CATION o.W-2 1 WS- 30

Nw. 0. 1:. A~g 11"I PLAC a MULTIPLE PASS

19TO a El :9Cnl I~ a A [jS~'S J_____0__
99LOING PROC988 Qm11IGTO POSITO M U TWICAN988 SINGLE LAY911 MUuTIPuI LAYSI

Autnmatic Submer ed Arc Flat - nI-x-~----.
MAT911AL SPtCIFICATIO DSu ma er i in quenc ne d R empere d con diton UIN6o.L.,le MULTI/. ~
16iAT TlUSATMIW? MACSO. &SAM. MICRO. SIAM.-

qO hours at 11000 - l11r. 0F N;.R. IN. R.
FLUX au "Avg on OPSIeuIONe fPASNS T9610911TY491 IuT900ASI YgMPSUIATU0S ILAgIR Nixon

Linde 4180 48XD I 009PA C5* 00 a AX I :T8O'~'m.a
TvF9 OF AKP (aspSTRIP on gAg ANN; COMPOSITION PILLES USTAS. GROUP me. $141961016 NO lS CUP sila r TORa gas

B-- material I W-l1-B I N-A- N A PLI"a-Ac"
AMPS, VOLTS. CURECUT, P06ANITY Single arc 32-35 Volts 500-550 Amps

Alternatin curn Tadmac 4- Vis R -inArq
$SltS O gLECTaggg, on. of&. gSGT00 6... TSVg AP990 IPM ISE PSla F94Por SCILL*TIONJSWILL
slag of FILLIS slag, II I.spcn 1 5  1O-1ý & 20 N..A C IP 2r

LIOUIDl PgMCTRAuT H*ONMU PARTIOL9 1*810IAP ULTIASOXIC T95T

N. A. AcceptabekW
1'18 48'"er:zeaure Qualification for weldinrz B-, material in the flat nositinn by tro

.UtO *ucmerged Se n le I tandem are procesi using 1/8" dia. (U.S-Stpe• L-n-n-
'l.er wire with Linde #60 46XD flux. See reverse side for groove confiluration,

. . CN. AALT8IS - c mue.. •9923 4 .
11 s III we It C CA ce TA TI- AL

11 Ila1 r) :1 -nI 9; Q7 I-I 4 1.9 1 1 1 1 -
I1 -q11 4.24.1 4 0 - . 1

I~~~ ~ ~ ~ ~ IL
hm I

v 1m
I -- --.....

*sugUSWMU. 111=99 a35 ggL ITI
- -- -~ -- - S

To kq -I

9PgCIugu me. ULTIMAYI LOA* LOs.
ULTIMATI T911911,1

ST2sugTM Poo
rIACTUIS LOCATION 6

I ,., .. ,. i ,um mm....

n t 4nn IaOi

__ _ _ __ _ _ _ __ _ _ _ __ _ _ _ __ _ _ _ __ _ U T T _ _ __ _ _ _ __ __007_ _ _ __ _ _ _ __ _ _ _

P our I Si - Q6 6;27i 11)-r0 44o ý!
-- C Iu 6P.. Ng0MA 5)IL 6P7______ P_____non_5_______

_nJ P 110 - 7 2 ,9 0b M 0 H oI~ ~~~a Tar~u T l?

IWMnCyOaf V-NOTCH IO 24ýa L pgb3 LolaD
ILMIA F? O. el Metal I/T IL0 02

ELp ytTAL Sir-fpne' 1 44-, 44- 4aL PY.Los. iwela

C91111" "UAT to INSIgo orl g aMs .goWsGI I$ ?ITIUUU?111O 111"I in.
A1 seems "a glll 44896 "a~ "Tu VIN$ SILS ons"a011110118111,
bYCMo ?2T29TIs go "63*6 IUTU £PLIGA01,1 wggsiegavismo
*See reverse aide

* miugsga R. Wagzner D.C.A.S.O.

Meai T/47, 1 41 FIT.LS

l.3.- iS RFNm1 l.&M Nor £O-ICAMKg

MTV- 1

•LP0'i a (4L"1W a

savoSept, -l,- -1967 IM~SN LCO9 9M

JUNE 19925C-28



AUTo SuoMa.RGcD A~c CA.C.,)

V

AUTO E U1IMEIPGE ApC (A.C.)

IDIA (.U5. 5TEF-EL) MKm-Mo- Wi FiLLe.\ WIRE-

tiurLL Amr BPaa23n VbL'rm, 50a -55C~Amep 1Q"I?..TPM

.'lA•oF-m Apc .35-34o VoLTz, 5oo-,ooA,%P 20" iprn

Li•,D •8o 46-,D FLuK

PQ I1(o7
W.E.LDED IM FLAT P, I1TIObrj

DATE.I-C-f7
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THE BACoCK & WILCOX COMPAY

Mt. Vernon, Ind.
CONTRACT NO. 610-0112
SPECIFICATION NO. W-20, W-50

* npn i'1 PRnCFltIRE AwnlnR nPERATOR OUALIFICATION TEST-QC 2E4-122
90 F n u L.AXE SINGt,...ASS M~ i~ *,7

WELDING PROCESS QUALIFICATION POEITION CiTAL THICKNESS[.$ NG.AYER MULTIP

Manual Metal Arc Horizontal, Flat 8 , MULT-P .m ,

MATERIAL spieCIICArION"Ixic M"

A-302 Gr. BQ& T(B-3)
NEAT TREATMENT MACRO. EXAM. MICRO. CA.

80 Hours @ 1100-11500F N.R. N._R.
FLUX NAME On COMPOSITION PREHEAT TEMPE[RATURIl INTERPASS TEMPRATUR[ JWEy.rn

N.A. 200 °'".I 500 *F MAN.I NO. See reverse side
TYPE OF BACKUP ISTRIP On GAS) AUG COMPOSITION FLLER METAL GROUP O 1 SHIELLGIN GAS (I cups1 -91 ORCMGAS

(B-1) P-i Strip , I-A N .(F-) RT EA.
, ~:I. A . ,

AmPS. VOLTS, CURR[NT, POLARITY

150-425 Arms, 22-26 Volts: DCRP
S#it Oa ELECTRODE, IN. ,.A. S1EL CTRODVE E. ITAELSPEED 5P1 0L IPM 1116ILt.'AT ..

SIRE OF FILLER WIRE. IN. OIL. rI42. 1/6. 1/4. Y I.A.-A. I . I NA F NA C,,-IsEC.

LIQUID PENETRANT , VISUAL INSPECTION

N.A. " Acceptable - fit uo and final weld surfaces
XAO,,•T,€ PARTICLE Acceptable, weld prep, & NAGIO'O RAPH. Acceptable, ULT*RASONIC TEST Accept.able, z• :
final weld surfaces efinal weld surfaces weld surfaces

REMARKS, Procedure Qualification for welding (B-3) F-3 material in the horizontal positicn -;7

the manual metal arc process using 5/32", 3/16' & 1/4" Dia. electrodes.

P6CEVICAL ANALYSIS * E NO.
vCATION C MN P 9 51 CR N" Mo FEC CU CR cO TA TI AL

REDUCED SECTION TENSILE (TRANSVERSE TO WELD)

DIMENSIONS. INCHES ULTIMATE TENSILE
SPECIMEN NO. &C AREa S. IN. ULTIMATE LOAD LIS. STRENGTH PSI FRACTURE LOCATI:"

_____________ WIDTH THICKNESS ________ _______

PQ 107 A O.25ý - .81 2.1108 195 ,500 92,650 Weld 4et-i
Q 107 B 0.674 .5 2.6582,750 92O,0O jyeld M! ..

_K 107 C 0.882 -39i42 3.410 331,500 95,000 Weld Met.a
Q 107 D 1.599 1. Ibb 1. b56 1 306,0O0O 90.900 4eld .

lEND TEST
FrL (4) Transverse Side Bends (s lit into 24) acce-table. See reverse side.

ALL WELD UETAL TENSILE

SPECIMEN NO. DIAMIT IN. . AREA So. IN. YIELD POINT PSI TENSILE SYR. PSI SLONS S IN I RED AREA S

N. R.

TYPE CNARPY V-Hotch IVPACT TEST AT 10 &F O FT'. LBS. [MENDY LOAD
OA55 METAL N.R. FT. LOS.F T. .I.

WELD MCTAL Surface 8.6- .-6 FT.LS FT.

T AFFECTED TONE 1 fLiT I I?~-~Q-ll7 FT. LIs.I FT. .:
'r ArrtcTco zoNt 1/4T FT. LBS. I

61 CERTIFY TATTO O THE 9EsT OF OUR KNOWD0OGE THE STATEMENTS MADE IN
TNIS RECORD ARE COwRRCT AND THAT THE TEST WELOS *ERE PREPARED.

WULDED AND TESTED IN ACCORDANCE WITH THE APPLICABLE SPECIFICATIONS.

N.A.= NOT REQUIRED N.A.-= NOT APPLICA:

MTV-107

J. Young, NDT - DCAS
WIT•EssEo S. Walker. D.T. - =T, DATE 1-24-70 my

IABCOCA & WILCOX 7
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P-1

TRANSVERSE SIDE BEMDS
SPEC32-EN NO. SIZE &-NO. OF SPECIMEN NO SIZE & NO. OF

INDICATIONS INDICATIONS

1A 1-1/64" Indications 3A No Indications
lB 1-1/32" Indications 3B No Indications
iC No Indications 3C 1-1/64" Indication
ID No Indications No Indications

IE A-i/32" indications _ENo Indications
rIo incdications 3F No Indications

,a 1-132" Indications A 1-1/32" ind.iation
S 2-1 32" Indications No Indic•'-.0--i

2C No Indications 1 4-i Idicesion
2D 1-1/32" & 1-1/16" Indications 4D No Indications
2E 1-1/32- Indications 4E 2-1/64" Indication
2F No Indications _ _F _No Indications

Manual Metal Arc

Welder Symbol .Number

L. Tavlor 688
J. ChiF m 1182
J. Fisher 219IR. Kaiser i1b51

MIL-E-8015 Electrodes

.5/32" Dia., 150-200 Amps, 22-26 Volts
3/16" Dia., 190-270 Amps, 22-26 Volts
1/4" Dia., 325-425 Amps, 22-26 Volts

Welded in the Horizontal Position

Date: 1-23-70 P.Q. MTV-2072492
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THE BABCOCK & WILCOX COMPANY
PO*ER CENERAIIUN DIVISION

BARDERTON. OHIO

RECflRD flF F! ILER WIRE ¶UALIFICATION TEST TEST NO. WF-25
E .x weT I H T * C OR F -VIRE MEAT NO.AM r T E F Pe? Linde Div. Mn-Mo-Ni

E4-14~6& 156-6 Linde 80 Lot 8650 299L44
TYPE OF CURRENT AMPERES

P ~ORDER NUMYOFER A.C. Volts 34

WET BATCH EOI.;VAL -NCY CHEMICAL ANALYSIS TESTS

"TC .:. NC. PAD C. j MN. P. S. SI. CR. N I. mO. O;.R

5396 .088 11.50t .019 .010 7 3 DT11 .71 .33

ILI !.!T REPORT ANALYSIS

TENSILE PROPERTIES

TEST ULT. YIELD E-LONG RED OF

NO. HEAT TREATMENT TEN. STR. POINT IN 2 T ARCA

WF-2_5_ 48 Hours @ 1100-11500 F. 80.750 66,500 27.3 N.R.

-1 ________ -4

i
SrdPY VA -L n.L. ' IMPACT TEST & 1W OF SU FTILB. ENERGY LOAD

HEAT TREATMENT TEST NO. FT/LB. TEST NO. FT. LP.
S.~ 1 -¶

LAX Hniirs (Ic lluu-L1MJUF. WF-25 A qM
- - - - - - - - - - - - - -... . . _* _ _-+ _"+

WF-Z5 B 28
_____ ____ _____ ____ _____ __WF-25_ C___ _ 49_ _ _ __ _ _ f

GUIDED BEND TESTS
FACE ROUT SIDE

N.R. N.R. N.R.

II•CRO OR MACRO

FISSURE ANALYSIS. N.R.

WE HEREBY CERTIFY THAT THE ABOVE MATERIAL HAS BEEN

TESTED IN ACCORDANCE WITH THE ABOVE LISTED SPECIFICA-
TION AND IS IN CONFORMANCE WITH ALL REQUIREMENTS.

MATERIAL APPROVAL APPROVLO RE. ¢ETE

NAVSHIPS - 250/1500-I X

ASME - COMM'L NUCLEAR X

STEAM GENERATORS N/A

GROOVE *ELD TCST

RADIOGRAPHIC EXAMIIAT!ON

--I

%VIP[ FOLIO NO. 504-223

fLIJAFOL!O NO. 499-063

WORKS Mt. Vernon

CONTRACT NO.

DATE

SIGNED

6/12/69 Revised 11/2/70

BABCOCK & WILCOX COMPANY

INSPECTION AGENCY

INfSPECTOR J.B. TOON B&W
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IHL BABCOCK & WILCOX ClMPANY(
POWER GENERATION DIVISION

BARBERTON. OHIO

RFrORD OF FII.LER WIRE OUALIFICATION TEST
Oi w ,i TEP. I .E •C7•oý.r SPEC ',C~AT;G% IFl

- Manual Me ta ArcIR RACe
I 1/411 2E-4-142-2 ASME SECTION IT

TEST NO. WF 47
LL ER N l 011 , ID[',TIFICAiIUh I CORF WIRE Hf:CA NC.

- I -

E-8018C-3
I-- 1 495V3011

P. OR£1 NUNUER.T PRE
__________ _____________ TYPE OF CURRENT XAEE

WET BATCH EOUIVALENCY CHEMICAL ANALYSIS TESTS ___-

S L--. N ,PAD C. MN. P. S. 51. . NI. MO. nus

6049 .055 1i-0 .007 .013 .38 .03 .955 .31 TI

ACCE PTA= _ _Z_ _ _I L.' RLPORT ANALYSIS - -

TENSILE PROPERT7ES

TEST ULT. YIELD
TM. HEAT TREATMENT TEN. STR. POINT E-LONG BE orNo. PSI PSI IN 2' % AREA "

_WfJ47_ 48 Hours at 1100-1150 0 F. 8475 75,000 32 74

-- 7r~y -Notch IMPACT TEST 0+10 OF 240 FT/LB. ENERGY LOAD _

HEAT TREATMENT TEST NO. FT/LB. TEST NO. FT. '.

48 Hours a-t lyUU-LLWUOk. WF 4/ IZI

WE 47 127
_WF 47 1143

GUIDED BEND TESTS
FACE ROOT SIDE

NR. NR. N.R.

MICRO OR MACRO
FISSURE ANALYSIS. N, R

WE HEREBY CERTIFY THAT THE ABOVE MATERIAL HAS BEEN
TESTED IN ACCORDANCE WITH THE ABOVE LISTED SPECIFICA-
TION AND IS IN CONFORMANCE WITH ALL REQUIREMENTS.

MATERIAL APPROVAL APPROVED RE.E --7

NAVSHIPS - 250/1500-I X I

ASME COmeL NUCLEAR N/A

STEAM GENERATORS N/A

GROOVE WELD TEST

RADIOGRAPHIC EXAMINATION

WIRE FOLIO NO.

FLUX FOLIO NO.

503-772 DATE 8/20/69

41

SIGNED Babcock & Wilcox Company

INSPECTION AGENCYWORKS .Mt. Verno*

CONTRACT NO. INSPECTOR J.B. Toon B&W

JUNE 1992
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THE 9ABCOCi, 5 WILCO'< CCAFPAN'r
rc*rn ' .(II[iATI(,N UI 'ISION

BARIiJERTON. Oý1ID

Pr!"'TD OF FILLER WIRE 0UALIFICATION TEST TEST NO.

3 2E4-142-m ASME E-8015C-3
/ SECTIO NEO

P. . '..LH TYPE OF CURRENT A1PERF.S

%v1!_. T 9AT,14 COU I VALF'CY Ci1E'AI CAL ANALYSIS TE:TS -

1 PAD C. T .T . • S. .TR. . ?-N .. p, I
iE 70183 2752 .05 .66i .011 .017 .23 .02 .87 1 .51 01

T~ -?- ---- S

I:..T 1EC: IAYI ____~~

TENSILE PROPERTIES

TEST PULTT. YIELDHEAT TREATMENT TEN. STR. PINT ELONANO. PSI PSI IN 2" %

1100-,1150 48 Hours 84.750 75.500 27.5 70Z1,

-- '--- .-- __ _____

':J, wIMPACT TEST -D o* -40 IFT/LR. ENERGY LOAD _

HEAT TREATMENT TEST NO. FT/LB. TEST NO. FT. , I.

485 Hours £1UU-LII.5U F. F LO_
2 99

* W In9 S'

i 1.

I _____________ _____________ I _____________ _______________

GUIDED BEND TESTS
FACE ROOT SIDE

N.R.

r irmO Oq MACRO
-I s!RE -NALYSIS. N.R.

WE NEREBY CERTIFY THAT THE ABOVE MATERIAL HAS BEEN
TESTED IN ACCORDANCE WITH THE ABOVE LISTED SPECIFICA-
TION AND IS IN CONFORMANCE WITH ALL REOUIREMENTS.

MATERIAL AP"ROVAL PPpz-.EO 0 F

NAVSHIPS -250/1500-1

ASME - COMMIL NUCLEAR X

STEAM GENERATORS

rROOVE AFL", T1'ST

RADICGRAPHIC FXAMINTICN%

WIPE FOLIO NO.

FL'!X FOLIO NO.

CONTh ACT NO.

June 2. 1969DATE

S I G',ED. G.K. Bryan

INSPECTION 4GENCY

AL CKEMERS
I NSF'LCTOR
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IIIL 8ABCOCK I '. LCOX CO(PANY
POWER GF.1iqTI '1N PIVISION

BAiRGU#RTON. t1410

FRECOFRD OF FILLER WIRE OUALIFICATION TEST TEST NO.
^ I .. w ,V .... CORE wIRE -EAT N-1.

1/8" 1 EtCTIN III 85D496
f. rtiOE4 NUMDER TYPE CF CLRPtNT A•rERESCfO- UaR818-026222 D.C.

neT n~ " .&r,: € I \~ Al rp~rt, nE...:.-I. ..I AI ,C' N.

AR -: ). C'L. I- T CHEI C~AL ArdgLT1:I a.I~ Z___

" LAFi .).A C. MN. P. S. SI. CR. N .1.10 r

I E-69592 2742 .05 .82 .013 .020 .25 .03 .84 .57 1i.01-

If

TE:-T nr-;ORT ANALYSIS
".: "". TENSILE PROPERTIES

TEST LT. YIELDTMT EATr TREATMENT TEN. STR. POINT LOGE 0'

NO. PSI PSI IN 2" % CA %

1lUU-i.lJU 48 Hours 84000 7TP00 27.0 7 7I.9

Cj.Apy •- L' h~ ~I ,•M&CT TET 10 '2 L ENERGY LOAO _

i"EAT TREATMENT TEST NO. FT/.LB. TEST NO. vT. Ii.

100-1150 48. Hours 1 1002 RT
3 113

GUIDED BEND TESTS
ACE ROOT SIDE

N.,R,
I N.R°. I" ° I

MICRO OR MACROI SSUrt ANALYSIS. NR.

WE HEREBY CERTIFY THAT THE ABOVE MATERIAL HAS BEEN
TESTED IN ACCORDANCE WITH THE ABOVE LISTED SPECIFICA-
TION AND IS IN CONFORMANCE WITH ALL REQUIREMENTS.

MATERIAL APPROVAL lAPPP.,VEL2RiZ.~

NAVSNIPS - 250/1500-1 X

ASME - COmmAL NUCLEAR X

STEAM GENERATORS

GROOVE AELO ES!

RAOIOI4APHIC EXAý'I!:_-'•i

WIRE FOLIO NO.

FLX'X FOLIO NO.

WORKS

{C'J7TACT NO.

... . .... .. .22 . .1969
DATE

S I G'ED

I:ISPI:CT I ON ACC';CY

INSPTr[ ci

G.K. Bryan

AL CREDERS

JUNE 19925C-35



",OWtR GENERATION 01141SION
BA)IBERTON. OHIO

REGRD OF FILLER WIRE OUALIFICATION TEST TEST NO. Pad 0Q2._223
, "'P7h s iF•, ' , t, - I CORE 'oil e . .- " .

1", 2E4-156-1 ASME E 8015C-3
16__N3MA64 K SE-CTION I 1 81D497

. 'ht-t* W1.'pERa TYPE OF CURRENT ,MPERES

L__ 818-026223 1 D.C. 190-270
WET BATCH EOI:lVALENCY CHEMICAL ANALYSIS TESTS

• ' ,, I ;. ," . PAD I C. MN. I P. 5. SI. CR. N NI.
~- -J

niK E 69461 2718 .05 .89 .011 .017 28 .03 .85

________ BARBE• TON NALYSIS _

- - _ _ _ _ _ _ _ _I _ _

T V I NCRE RT j ANALYSIS
TENSILE PROPERTIES

TEST UL T. YI ELD E*LONG RE.) C0
NO. HEAT TREATMENT TEN. STR. POINT IN 2" .AREI "

PSI PSI

026223! 48 Hours @ 1100-11500F. 85,.250 74.000 30.5 71.0 ,

cHr._rV_-Npo.ch IMPACT TEST E1"0--;72140 FT/LB. ENERGY LOAD
HEAT TREATMENT TEST NO. FT/LB. TEST NO. ,'

48 Hours (a 1100-1150 026223 95-"--- 97 _
" 105

GUIDED BEND TESTS
rACE ROOT SIDE

N.R. N.R. N.R.

I CRO 3.R MACRO

IIS5SURF ANALYSIS.

WE HEkESY CERTIFY THAT THE ABOVE MATERIAL HAS BEEN
TESTED IN ACCORDANCE WITH THE ABOVE LISTED SPECIFICA-
TION AND IS IN CONFORMANCE WITH ALL REQUIREMENTS.

MATERIAL APPROVAL APPRO.E• 77

NAVSHIPS - 250/1500-I I

ASME COEad'L NUCLEAR X

STEAM GENERATORS

GROOVF WELD TEST

RADIOGRAPHIC EXA."NA7'('

WIRE FOLIO NO.

FLUX FOLIO NO.

CO.,T:iACT NC.

August 22, 1969
[ATE

S I GNED T 22, 196

INSPECTION AGENCY

INSPECTOR

5C-36
JUNE 1992



THE BABCOCK & WILCOX COMPANY
POWER GCNERATION UIVISION

BARBERTON. OHIO

F:EHV0D OF.FILLEF WIRE _UALIFICATION TEST

E 8015C3
1/8" [MP 1-022• 4 TN ION CRI

I•. .,... N:,=_rR 818-026224 !FTYPL OF CURRENT

TEST NO. Pad 026224
.ý ; j: , :I P. T i ý , r AT I ON FT~W7~~ P *.

CORE A! RE -r?,T

1 84D798

D.C.
i A.vPEFFS

110-150
WET PATC'H EI:;IVALENCY CH_'.1ICAL ANALYSIS TESTS 1 I

, ii LeP. ,.. ~ i PAD C. MN. P. S. S1. CR. m,1. . iI E 69256 1 2711 .04 .72.020 .32 ___0 .__ 0

T BARBERTO ANALYSIS

-E::: REPORT ANALYSIS I

TENSILE PROPERTIES

TETI ULT. YIELD EL RL.D nf" ;i

TENT HEAT TREATMENT TEN. STR. POINT E-LONG RNO. PS ISI IN 2' AREA%

026224 48 Hours @ 11O0-1150 87,000 76,750 30.5 __F9_.2

liPy V"-NotCfl IMPACT TEST I LU OF Z4U•FT/LB. ENERGY LOAD

HEAT TREATMENT TEST NO. FT/LB. TEST NO. PT. L C,.

48 Hours 0 li00-1150 026224 105o

___1100

____ ____ 119 _ _ _ _ _

GUIDED BEND TESTS
FACE ROOT SlOE

NR, N.R. NHR.

MIcRO OR MIACRO
rISSURE ANALYSIS.

WE HEREBY CERTIFY THAT THE ABOVE MATERIAL HAS BEEN
TCSTED IN ACCORDANCE WITH THE ABOVE LISTED SPECIFICA-
TION AND IS IN CONFORMANCE WITH ALL REQUIREMENTS.

MATERIAL APPROVAL APPROvEi,

NAVSHIPS - 250/1500-1

ASME - COMML NUCLEAR X

STEAM GENERATORS

nROOVE WELD TFST

RAOIOGPRAPHIC EXAMI .AT7IC

WIRE FOLIO NO.

FLUX FOLIO NO.

CON IPACT NO. .

DATE Augnust 22, 1969

AuuT 22Q16u 'U.
:•1{LNEU - EiAJU& RI

INSPECTI ON AGENCY

- INSPFCTOR

JUNE 19925C-37



",E_ BABCOC, & WILCOX C(CMPANY
PO*ER O.N.RATICN DIVISi,"N

BARBERTON. OHIO

R7,ZORD OF FILLER WIRE OUALIFICATION TEST_ -TEST NO. Pad 2515

5/32" -250-r50Tr-'SECTIONll RI---3. 88D474
t I

K 818-025187
Radio'raphy-- Good ;,:E•-
• r , .T., r;o

ASNE I T'vPL OF CURRENT AMPERES

,c.TH r :V','.LE'CY ,,..-.,!CAL ANALYSIS TESTS
- 9 . , -.----. ~ - . - . -

%,:. i P. 5. SI. CR. NI.

F-1-7 E66210 2515 .05 .661 .009 .014 .26 .T0 .87 .43 i _0r
. .07 7/ j•. .1 3 U Ol .61 42 'T".Dri-3 .07 =69 0ui .6 .4T UT.0B

_______ ,060 .0. 9.;7 .42 , -Do5 I 06 .70! .011 .012 .26 .. 01 .84 --. 4-3-T-.-0'17

06 .64 .010 .014 2 .01 .90 145 01-7 I ~~~.06 .T74 .011 ,03 .30 .1 .9 .3!.1
_ OI..013 .01 1 8 4

____.05 .6L .010 .013 .25 .01 .85 .46 .0
_ _ 1 __.06 .70 .011 ,014 ,27 ,.43 TB4iTO.i

00 _ _.05 .71 .009 .014 ,27 .01 .81 T.Z4 .0TI--
Er RLPORT ANALVSI• GRO1O;E WED TESTI - GOOD

_ _ TENSILE PROPERTIES

TEST ULT. YIELD L
i•-. HEAT TREATMENT TEN. STR. POINT E-LO N.G "No.SiP i IN 2 !., AR Ell.

AW NO 75,000 27.0 72.3
SRYES 80,500 7500 29.0 73.5

Cý.'.., V-NO/L IMPACT TEST * U or L4U FT/La. ENERGY LOAD _

HEAT TREATMENT TEST NO. FT/LS. TEST NO. 77.

-T-OO-115OF @ 48 Hours 5L19 LZU1U'-'
90 Hours 2515 110 '109i---'

140 Hours 2515 118 168 0

GUIDIED SEND TESTS
FA•CE ROOT SI DE

ICvO OR MACRO
L S t-• -1' q E i.%.AL ) S I S.

w' HERESY CERTIFY THAT THE ABOVE MATERIAL HAS BEEN
TESTED IN ACCORDANCE WITH THE ABOVE LISTED SPECIFICA-
TICN AND IS IN CONFORMANCE WITH ALL REQUIREMENTS.

MATERIAL APPROVAL APPRO .:" 2.-

NAVSHIPS - 250/1.500"t X

ASME - COMMIL NUCLEAR X

STEAM GENERATORS

GROOVE WELD 77ST

RADIOGRAPHIC EXAMINATiN

WIRE rOLIO NO.

FLUX FOLIO NO.

CITI.ACT %0.

DATE November 22, 1968

SIGNED. P.E. Campbell

INSPECTION AGENCY

I N ;-PrCT T W. Ruble/DCASO

- I

5C-38 JUNE 1992



THE 9AHCOCK 3 WILCOX C(#PA'-IN

HANdEtRTON. OHIO

RECCPD OF FILLER WIRE QUALIFICATION TEST TEST 4O. Pad 1779
!)IAM'" A t L. I" I_*. .. Z T .A' C1- ;E ,iQ . .T
i IL-E2=o016 SM-1 E 8015C-3

3/32" ~ ~ ~ II 8015C-3_________/.32 , MNAVSliIP .. 25-Q100-t Mi8015C-3 J5861
r•. r,. A L, . - SECTION III iTYPE OF AA L- 5

818-021736 U

6 a p h - G o o d ' .... _O.. \': ALF ':'y CL Zr,311(7AL AN ALYS I• TESTE .

__1_ E-621 179i0 .012 1 .017 .28 .03 1.061 .55 NSI 05 "99 .006 1 .021 .34 .04 '.01 1 .55 ND

-" 1 .04 .90 %0.06 .022 1 .29 .03 1.06 54 ND
4 S U 56217_" .04 .68 -0111 .024 _20 1.04 .98 __52 _'N-Db

1 _ _GROOVE WELD TESTI- 4 GOODt _
TENSILE PROPERT!ES

TETUL T. Y IEL D REDO
TrOT HEAT IREATMENT TEN. STR. POINT E.LCNG
NO. PS I Psi IN Z" % AfEA

I J29.A NO 101.00O 94.500 26.0 66.0
1779- YES 98 94,000 25.0 63.9

-___ ._____________ -- IMPACT TEST 6O&l(2 F 240 rT/L. ENERGY LOAD

KFA" TREATMENT TEST NO. FT/L8. TEST NO. +-TT 1.

4 Hours at 1100 to 115'- F 1 70 1 70
2 72 2 76 -
3 79 3 95

0

MICPO OR MACRO
PISS2!R ANALYSIS.

WE HEREBY CERTIFY THAT THE ABOVE MATERIAL HAS BEEN

TFSTrD IN ACCORDANCE WITH THE ABOVE LISTED SPECIFICA-
TION AND IS IN CONFORMANCE WITH ALL REQUIREMENTS.

MATERIAL APPPtýVAL APPROVE. -P.

NAVSHIPS - 250/1500- I

ASMo COtAM*L NUCLEAR _

STEAM GENERATORS

ýzOo%'E WELO TEST
RAOICGRAPHIC EXAMINATION

WIRE FOLIO NO.

FLJX FOLIO NO.

DATE May 1, 1967

S IGNED P.E. Campbell

I NSPECI I ON AGi:',Z\Y

I NE PCTOCT -

%,,

JUNE 1992
5C-39



T K IAIW & VLMi GWUNT
WILD. DIVISIN

QUALITY COITUM WCIFICATIOU

1/5-24-6T

Issumi 1SJECT STJBMER ABC WED= GMER~BCIFICATION Un

I. SCOPE: This general velding specification shall govern the submerged are velding
of carbon steel (P-Number I), low alloy steel (P-Number 3), stainless steel.
(P-Number 8), and nickel-chronium-iron (P-Nmber 43) materials in accordance
with the ASNE Boiler and Pressure Vessel. Code and all. applicable contract
requirements. This specification shall. be used for special products and
nuclear application. First Contract 610-0110.

The details of each specific veldizg operation shall be listed on data sheets
which supplement this specification.

2. BASE MATRIALS: The base materials shall be those listed under P-Numbers 1, 3, and 8
of Table Q-1.1.. and P-Number I43 of Table OfN-13.1 of Section IX of the ASM
Boiler and Pressure Vessel Code.

Wel ds may involve P-Numbers 1, 3, 8, and 143 materials singly or in combination
with each other.

3. FILLER MAteALS: The specific type of electrode to be
shall be designated on the applicable data sheet.
of the following chemical compositions:

3.1 Carbon and Low Alloy (F-l) Electrodes:

3.1.1 High Manganese-Molybdenum

used for each application
These electrodes shall consit

Carbon
Manganese
Silicon
Sulphur
Aluminum
Molybdenum

0.010-0.17
-.70 -2.10

0.05 Maximum
0.035 Maximum
0.020 Maximum
0.45 -0.60

3.1.2 High Manspnese-Molybdenumn-Nickel

Carbon
Manganese
Sulphur
Phosphorus
Silicon
Nickel
Molybdenum

0.1.0-0.l14
1.75-2.25
0.020 Maximum
0.020 Maximum
0.10 Maximum
0.50-0.7o
0.35- .55

3.2 Stainless Steel (F-7) Electrodes:

Carbon
Chromium
Nickel
Manganese
Silicon

0.030 Maximum
19.5 -22.0
9.0 -11.0
1.0 - 2.5
0.25-0.6o

RIE O RV y AV I SIGN -11M. No

Revised ?Eragr-.-;' 7 . qo
OI5TRIDV ION

JUNE 19925C-40



vs-I$.;
THE UICKO I WILCOX C,0ANY

WOlLER SIVISIOM
QUAITY CONTRO WFECIFICATION

W 48C SLTJUIEf ARC WEA aBZMAL SPEC~ICA'ION U5LK

Phosphorus
Sulphur

0.030 Maximum
0.030 Maxium

The minimum Chromium to Nickel ratio shall be 1.9/1.0.

3.3 Nickel-Chrimium-Iron (F-45) Electrodes:

Carbon
manganese
Iron
Sulphur
Silicon
Copper:
Nickel plus Cobalt
Titanium
Chromium
Columbium plus Tantalum
Other Elements

Total

0.10 maximum
2.5-3.5
3.00 Maximum
0.015 Maximum
0.50 Maximum
0.50 Maximum
67.0 minimum
0.75 Maximum
18.0-22.0
2.0-3.0

0.50 Maximum

3.e The flux type and particle size, where applicable, shall be
the applicable data sheet.

4. PI ARATION OF WI=G GROOVE:

specified on

4.1 General: The weld preparation and adjoining base metal for a minimum distance
of 7" from the welding groove shall be free of oil, grease, dirt, scale, and
other materials which would affect the integrity of the veld.

4.2 P-Number I and 3 Materials:

4.2.1 The base-material preparation for surfaces to be joined by welding
may be accomplished by thermal cutting processes or by the mechanical
removal of material. If thermal cutting processes are used, a minimum
preheat equal to that shown on the supplementary data sheet shall be
applied to the material and maintained during thermal cutting operations.
After thermal cutting operations for P-Number-3 materials, the cut
surfaces shall be removed by a mechanical method to clean, mooth,
bright metal. Not less than 1/32" of base metal shall be removed by
mechanical means from any cut surfaces prepared by the air-arc process.

4.2.2 The surfaces upon which veld metal will be deposited shall be examined
by the magnetic particle method in accordance vith Quality Control
Specification S-102B prior to velditg.

4.3 P-Number 8 and 43 Materials:

4.3.1 The base
be accompl•

Spec. ISO REVISION
ws-48

PUNO
2 of 6

DIrST I BUT 100

aterial preparation for surfaces to be joined by velding shall
Lshed by thermal cutting processes or by the mechanical

nL. By Rev. NO.r_"r_:Ar-',K 3
R 7. 7 r InTWS"'3 T E .

See Page 1
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ws-J48
n• UK &wILnv~ rtane 3/5-a4-6T

NILD liVI81NU

QUALITY CONITRL VECIFICATIOI
=t~~lARC TELfl SPAErCM'CATIM!

~ED 1 W~CT ~io ~F'- -WMMT -nRi-(r fT(TAR APPr.TrIAV1Vr IW 41L

removal of material to clean, smooth, bright metal.

4.3.2 Not less than 1/32" of metal shall be removed by mechanical means from
surfaces from which metal has been removed by air-arc, inert gs arc,
or carbon arc cutting. Not less than 1/8" of metal shall be removed
where oxygen arc or oxygen cutting (including both powder and flux
cutting) are used.

4.3.3 The surfaces upon which weld metal will be deposited shall be examined
by the liquid penetrant method in accordance vith Quality 'Control
Specification S-102C.

BACIMG STRIPS, BAC13G RINGS * AND SPACER 3l0Cl:

5.1 Similar Metal Welds:

5.1.1 The materials of the backing strips, backing rings, and spacer blocks
shall be of the same P-Number as the base material except that carbon
steel (P-Number 1) may be used for low alloy (P-Number 3) base material.

5.1.2 Spacer blocks and fitting bars for stainless steel and Nickel-Chrimium-
Iron base materials may be zade of equivalent material or of carbon
steel which is clad with weld metal of the ame P-Number as the base
material being welded.

5.1.3 After completion of welding, all backing materials shall be removed and
the back side of the root shall be inspected by the magnetic particle
o.- Liquid penetrant methods.

5.2 Dissimilar Metal Welds:

5.2.1. For welding P-Number 8 to P-Number I or 3 materials, the backing ring,
backing strip, or spacer block shall be made of P-Number 1 or 3 materials
except that when the carbon. or low alloy steel material has a corrosion
resistant liner, the material shall be P-Number 8.

5.2.2 For welding P-Number 43 to P-Number I or 3 materials, the backing ring,
backing strip, or spacer block shall be made of P-Number 43 material when
the carbon or Uaw alloy steel material has a corrosion-resistant liner.
For vel3ing P-Number 43 to P-Number 8 materials, the backing ring,
backing strip, or spacer block shall be made of P-Number 43 or P-Number
8 material.

6. WELDMG CURRENT CHAWACTEISTICS: Welding current characteristics shall be listed on
the supplementary data sheet for each weld.

7. WE=,-! TEC14a- .

7.1 Submerged arc velding eh•II cc pcafoxmu by the single and multiple arc technique.

R IV. NO. ,-.11y UIVI5IO u" W

3lI i MN

JUNE 1992
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4/5,-24-67 THE BABCOCK & WILCOX COMPANY
eOILER DIVISION

b QUALITY CONTROL SPECIFICATION
W UrIC NO. SUBJECT STJBMGMf ARC WELDflNG aMERAL SPECI'ICATIC1 IIU90

ws-48 FOR SPECIAL PRODUCTS OR NUCLEAR AFFLICATION I 1-10-66

7.2 Start and stop areas shall be ground or chipped prior to depositing succeeding
passes. As an alternate, run-out tabs may be used which shall be removed upon
completion of welding.

7.3 When welding in a groove, weld metal shall be deposited to a height of not less
than 1/16" and not greater than 1/8" above the base material surface.

7.4 Arc initiation shall be through a small steel wool ball, approximately 1/4"

in diameter, placed between the electrode tip and work piece.

7.5 Overlay Cladding:

7.5.1 When stainless steel (F-T) weld metal is clad on P-Number I or 3 materials,
the initial starting bead shall be deposited by either manual metal arc
welding with E-309-15 electrodes on the surfaces to be clad, or by the
automatic submerged arc process on a flux ring extension of the surface to
be clad. , The flux ring, if used, shall be removed upon the completion of
welding.

7.5.1.1 Weld beads of the first layer of cladding shall be deposited with
the electrode wire positioned one wire diameter in from the lead-
ing edge of the previously deposited bead to insure that excessive
dilution from the base material does not occur. Beads of subse-
quent layers shall be deposited with the electrode wire positioned
off the previous bead a distance equal to the electrode wire dia-
meter.

7.5.1.2 The ferrite content shall be periodically checked. Such checks
shall be made with a magnagage once each layer or every four
hours of welding, whichever occurs first, 6r when an in-process
change is made in the heat of filler wire or lot of flux. The
deposited weld metal shall have a ferrite content of 5 to 15 per
cent. If these limits are exceeded, the welding shall be stopped
and the problem referred to Quality Control.

7.5.2 When stainless steel (F-T) weld metal is clad on P-Number I or 3 material
using the oscillating arc technique, the following procedure shall be
employed:

7.5.2.1 The welding shoe shall be oscillated at a rate of 72 cycles per
minute with an oscillation width of 7/8" to 1".

7.5.2.2 Each weld bead shall be deposited with the electrode wire posi-
tioned to overlap the previous bead a distance of 1/4" at the
extremity of the oscillation adjacent to the previous bead.

7.5.3 When Nickel-Chromium-Iron (F-45) weld metal is clad on P-Number 1 or 3
materials, the welding shoe shall be oscillated at 72 cycles per minute
with an oscillation width of 7/8" to 1". Each weld bead shall be deposited

SPEC. "a REVISION ~REV. By ~REV NO.. ws-48 H3,E
PTAGE 40 IRLVISICW AT[E

4 of 6 See Page 1 |5-2 -67T
DISTRIBUTION
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TU1 IAKOCE a WIILCOX WANT
MILD DIVIION

QUALITY COUTROL PECIFICATION

S151-- SUBSJECT SbvMIME D ARC -WEUINlG GENERAL 5k.LCIFICATIO)N 15PgC.
L"'"-6 I' I
lul-lo-66 FOR SPECIAL FROflCTS OR NUCLEAR APPLICATON 8

with the electrode wire positioned to overlap the previous bead a distance
of 1/4" at the extremity of the oscillation adjacent to the previous bead.

7.6 After each bead of weld is deposited, care shall be taken to:

7.6.1 Remove all slag or flux remaining on the surface.

7.6.2 Remove and repair, if necessary, any defect that appears on the surface of
any weld bead.

7.6.3 Remove excessive overlap or crown on beads by chipping or grinding.

7.6.4 Remove all weld spatter, scale, or welding slag on the sidewalls of the
weld joint.

7.7 Wnere wire brushes are used on stainless steel and nickel-chromium-iron alloys
they shall be stainless steel and not previously used on carbon or low alloy steels.

7.8 Fused flux shall not be reclaimed by grinding and subsequently reused.

8. -iTEMAL T1ATMm._F:

8.1 Preheat and Interpass Tempersturez:

.8.1.1 nie minimum preheat and maximum interpass temperatures shall be as speci-
fied in Quality Control specification S-17O "Preheat and Interpass Tempera-
ture Control" and the applicable data sheet. The preheat and interpass
temperatures shall be measured by lead-free "Tempilstiks".

8.1.2 P-Number I Materials:

8.1.2.1 Preheat may be reduced to room temperature prior to post-weld
heat treatment for the following applications:

A. Longitudinal weld seams in vessels that have been completely
welded and are 3" or less in thickness.

B. Circumferential weld seams in vessels and butt welds in struc-
tural members and flat plate provided I" or 1/3 of the finished
weld thickness, whichever is greater, has been deposited.
Abrupt changes in contour bet-een the edges of uncompleted
welds and the groove face of the weld joint shall be eliminated
pricr to dropping preheat.

8.1.2.2 For longitudinal seams exceeding 3" in thickness and circumferen-
tial weld seams exceeding 8" in thickness, the preheat temperature
may be lowtred to *OOF after the completion of welding prior to
p-t-!U heat treatment. During the holding period, the tempera-
ture zhal. not exceed 800F.

R yV. iy1 nIvIi SPEC. NO
I3 :AEK WS-48

5-24-6 7 See Page 1 5 of 6
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WS-486/5-24-6T TiE IMICOCK & WILCOX COWARY
OILF.LER WISIM1

QUALITY CONTROL SPECIFICATION

wS-48 FaF PEC-ZAL PROMCTS OR MUCLFAR AFMCA0IR 1-10-66

8.-13 p-Number 3 Materials:

8.1.3.1 The preheat temperature shall be held at a temperatu.re
not less than the minimum specified on the data sheet
for the specific weld and not more than 80CF until a
poetweld heat treatment is performed.

8.2 Postweld Heat Treatment:

8.2.1 PostweLd heat treatment temperature shall be as specified on
the applicable data sheet. All postweld heat treating shall
be done in accordance with the applicable approved contract
specification.

8.2.2 The final heat. treatment shall be the final scheduled heat
treatment for a weld deposit which requires a heat treatment
of the component in accordance with contract requirements and
manufacturing schedules.

This heat treatment shall be performed with attached thermo-
couples used to record temperature and time at temperature.
Attached thermocouples shall also be used when the last heat
treatment is performed for weld repairs.

9. qUALaICATIN OF PRC3EES: All welders and procedures shall be qualified
in accordance with ASM Boiler and Pressure Vessel Code, Section IX
and contract requirements. Previous qualifications shall be extended
as permitted by the contract.

SPEC. No ULYIsI•
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THE BAICOCK A WILCOX CoMAnY 1/6-2T-66

BOILE1 DIVl13IO
QUALITY CO'ITROL SPECIFICATIOff

12-2-63 RAoDRAP IC DS AND ACCEPTANCE STANDARDS j S-102A

1. SCOZP: This specifiatilon shall outline the general requirements for radiographic
inspection of welds and base materials.

i.1 For more specific and detailed requirements and information for radiography
performed on components fabricated in accordance with Sections I and VIII
of the ASME Boiler and ?ressure Vessel Code, refer to Supplement I of S-O'.

1.2 For more specific and Atailed requirements of radiography performed on
components fabricated in accordance with Section III of the A&E Boiler anýc
Pressure Vessel Code or 1ML-STD-27l, refer to radiographic outline drawings
prepared for each specific contract by the Engineering Department and the
NDT Section of Quality Conr-ol.

2. E•D-• : The radiographic equipment shall consist of X-ray machines and ganmma--
emitters, Cobalt 60 and Iridium 192, with suitable intensities to provide
the desired radiographs in accordance with the limitations as specified in
the applicable ASME Code or lKa-STD-2Tl documents.

3.- EMTM OF RADIOGRAPHC INSPECTION: Parts or assemblies shall be radiographed as
stipulated on contractual drawings and documents*

1. TP1M: Radiographs shaU be made using fine grain, extra fine grain, or equivalent,
high contrast, safety base film unless otherwise specified by contractual
specifications or.documents.

1.i Film Density:

4.1.1 The film density in the area being examined shall be as specified
below:

ASME Code - Single Film viewing 1.3 minimum.
Double Film viewing (film superimposed) 1.8 minimum.

MIL-STD-2TI - Single Film viewing shall be between 1.5 and 3.5.
Double Film viewing (film superimposed) shall be
between 2.0 and 3.5.

4.1.2 Densities shall be measured using a densitdoeter.

1.2 Film Quality: All radiographs shall be free of mechanical, chemical, pro-
cessing, or other defects which could interfere with interpretation. For
all ASME Cý.!e Section MlI and MIL-STD-27. contracts, the double film tech-
nique ,-1" - - used.

4-.3 Film Processing: Film processing shall be accomplished by either hand pro-
cessing or automatic processors in accordance with the film manufacturers
recommendations.

REV. NO. INV. BV REVISION SSPC. NO

j2 A MC: CIF S-102A
R-vMsM oAT9 Rev. Par. 6.2.2,8 and. 9 PAGE O..

6-2T-66 AddedPar. 12 1
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2/6-2T-66 THE BABCOCX & WILCOX COMPANY

BOILER DIVI1ION
QUALITY CONTROL SPECIFICATION

8 2 SUBJECT

RADI0GRAPHIC METHOS AND ACCEPTANCE STANDARDS
I3SUED

12-2-63

, . nt~fca1tont identtifiat$i on nthe radiographa sb•all Include con-

tract numbers name or part being examined, weld seam identificatien, and

date. If film size limitations restrict the inclusion of such information
.a radiographic number shall be assigned to the part or weld seam.

The radiographic number and date shall appear on all radiographs when this
method is used. The identifying information shall be cross referenced to
the radiograph numbers and shall - a part of the permanent records kept on
file for that contract.

4.5 Film Viewing Facilities: Film viewing facilities shall consist of a darkened
room exclusive of background lighting. An illuminator with a cooling device
and sufficient intensity to evaluate radiographs with densities as outlined
herein shall be provided.

4.6 Film Storage and Records: hadiographs shall be retained for 10 years or.
for a longer period as agreed upon by the customer, bureau, or agency
concerned.

5. IDETIICATION MA=PJG: Location markers or markings shall be placed. on the part
to provide proper orientation of the radiograph. When permitted, location
markers shall be permanently located by light center punch marks. The first

.and last positions shall be steel stamped using round bottom low stress
stamps. When this type of permanent marking in prohibited, other methods
shall be used, such as sketches of the layouts which shall be kept with the
radiographs.

6. PAO TES:

6.1 Penetrameters shall be in accordance with Figure 1 or 2.

6.2 Penetrameter Placement:

6.2.1 Two penetrameters shall be placed on the source side, at each end of
the area to be interpreted when physically possible. When radiograph-
ing welds, penetrameters shall be placed on the base metal, 1/8" to
3/4" from the edge of the weld.

6.2.2 When the source is placed on the axis of a weld joint and the complete
circumference is rad iographed with a single exposure, at least four
penetrameters shall be uniformly spaced at 90 degrees intervals around
the circumference.

6.2.3 Uhen placement of the penetrameter on the source side is -yhysically
impossible, the penetrameter may be placed on the film side in accor-
dance with procedures described in the applicable ASNE Code or MIL-
KTD-271. documents.

fPL.. NO . LVI3 I U.. s.2.€c,PAGE NO-

2 of 8
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TNl BABCOCK A WILCOX C W A 3/6-27-668IlLD DiviIsion

QUALITY CONTROL SPECIFICATIO1,

rI', Ut ]SUBJEC,' ' IS ,P €. No.12-2-63 RADIOGRAPHIC THO AND ACCEPANCE STANDARD S-1A

7. A=4: When a weld reinforcement, backing ring, or backing strip is not removed,,
a shim of material vhich' is radiographically similar to the backing ring or
backing strip shall be placed under the penetrameter. The thickness of the
shim shall be sufficient to insure the same thickness of material under the
penetrameter as the average combined thickness of the weld reinforcement and
the backing ring or strip. The shim shall exceed the penetrameter dimensions
by at least 1/8" on at least three sties, and shall be placed so as not to over
lap the backing ring or strip. The film density of the shim image shall be not
greater than 15 per cent more tl:in ':'-e fi•.m denrtty in the area of interest.

8. SENSITIVITY OF RADIOGRAPHS OR IMAGES: Radiography shall be performed with a
technique that will have sufficient sensitivity to show the outline of each -
penetrameter, the Identifying numbers of the penetrameter, and the holes
or slits in the penetrameter that are required to be shown by the codes and
specifications applicable to the contract. If these are not visible the
density of the film shall be increased sufficiently above the minimum
densities listed in Par. 4.1.1 without exceeding the maximum limits per-
mitted to insure that the features of the penetrameter are visible.

9. INTENSIFYING SCREENS: Radiographs shall employ both front and back lead screens in
contact with the film as follows:

9.1 intensifying screens shall not be used for an X-ray source of 120KV and
less or material thicknesses up to and including 1/l".

9.2 Intensifying screens of .005" thickness shall be used for material thick-
nesses over 1/4n to and including 3/l" regardless of the X-ray source.

9.3 Intensifying screens of .010" thickness shall be used for material thick-
nesses over 3/4" regardless of the X-ray source.

9.4. Intensifying screens of .010" thickness shall be used for all thicknesses
of material rediographed by gsaen radiation.

10. FIITES:

10.1 Front Filters: When using X-ray machines with energies above 0.7 MEV and the
kilo curie Co-60 source, a filter 0.080" thick shall be placed in front of
the film holder.

10.2 Back Filters: A lead filter of sufficient thickness shall be placed in back
of the film holder to prevent scattered radiation from fogging the film.
Each film holder shall have a lead letter "B" 1/2" high and 1/N" thick place
on the back of the film holder, outside the area to te read for acceptance.
If the image of this letter appears on the film, additional back filter thic.
ness shall be required.

RE.No. REV. sy REVISION SPEC. NO

A M:clpl S-102A
1NLY310M D ATE PAGE NO.
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3AI@COC & WILCOX COMPANY

BOILER D1Y13100
QUALITY CONTROL SPECIFICATION

S- .CaA RAZ:CGFAMC ,CM AND AC:ANCZ

.. A=?: StA.TA.1S: Acceptance sauidard a oha .1 be I: a cc:ard e , *3o•.-."e and ??-.esure Vessel Code, or zter cor,.ac:=1a. saeci.ica::zns a.:docz=ents.

L2. St3P.ACZ .-.'L-.IARAT:..N: Suelaces to be rad.•o-a;hed a.a'. be free :f scale., -ag,underccuts, adhe.=.ng, or imbedded s.nd hai; ma- e--.e:'-. w-zh ;.2;erLazerpretatiafi of radiographs. Surfaces Tf w*Lds se!: ave valleys :e~-:-eezbeads, vel!d nipples, or other surface bn.-3.'s b -ed so tha: theyara not detectable on the radiop-aph.

S
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IASCOCI & VILCOI COMNIIT
$O ILC R SIPYSIC T/-,OUALITY CONTROL. $PECI FI ATIGHI

jr.,- _-,,, SU a.• T1

II "2-2-.3 I . . RAZO0flA.P~C ~ A~T~ AC~~A2~C! S~L¶~A~~
SPEC. 40.

s ~ '~

TOt~! 2.

AS e
t. O

Locati ona

DIMMSZOI7AL TOMMC
Length and vidth -4.64'"
N-4-al thicimess 3 %
iele nom±.al dia. t 10$
Isl. location I /164", Silt
startinh hole, if uaed,0.05 m=a.

Detai.l of Zotcles

riý

D!N7i ZB=IP O~O~ __!T
a[ e. lIT " I AC. no, HILISIMl~
ACK:elv aI.~~-T "iv . I~r3Y~~

SPEC, II.

sea ft" I

SPEC* No.S-102A
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10011. *IYJ140
WUALITY COflTIOL SPECIFICATJO:I

3.- .Z

1-.-63 RAZApvC M-.oLS Ln AC=A--C',. V.MAnAS S- ,

Pentra.e".e.-r ThicJmesemateri~al !h~ckness Romce (VI

U~p to and incl.uding 1/140
Over !/4." through 3/8"
Over 3/8" thou.gh .12"
over 1/2" through 5/8"
Over 5/8" t.hrous 3/4,"
Over 3/L" through 7/8"
Over 7/8" throuc I"
Over I" throub 1-1/4"
Over 1-1/4" through 1-/2".
Over 1-1/2" through 2'
over 2" through 2-1/2'
Over 2-1/2" through 3'-
"Over 3" through '
.Over 14" through 6
Over 6" through 8"
over 8" through 10"
Over 1D0' through 12
Over 12" through 16'
Over 16" through 20"

0.^05"
0.0075"
O • 010"
0.0125"
0.012"
0.0175"

0.020"
0.0250"
0.030"
0.030"

o.o450.0•0"
0.050"
0 .080
O0.100'
0.120'

0.200'

Penet-r~ eer' -'. :±-.:-

10
12
15

25
30
3.

4o

100
120

200

MOT?: he.h panetmeter shah be en•it,.ed bY notehei and scribLnu or
vltbz' tooling t&e .aturi"J. 4aat1.tcat4.m as stated 'belay:

kater±Li Idgauti eati m No. 'of .oltc.es

1
su m"~e

2. Ca3Pyer.N1cks A12.T

3. NSickel-CalpS' =Or~

4. Nicke2.'ObwinosZZ Aflla

OEL

NICQ

Iter

2

3

14

0)
See Page I
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"/6-2T-66
THE aaCOCcK a WILCOX COMPANY

BOILER DIVS10N
QUALITY CONlTROL SPECIFICATiOX

0
M • Mo. -iU. JET I i,"O,,W. STNADS ISES-102A RAz ?e.ic M'ftODS AN COD1!NCR 5TAIID'

FIGURE 2
MIL STD 271 PENETRAMETERS

A. Thickness of penetrameter - 0.005" tor and
including 0.050".

Min.
Min.
Min.
Min.

penetrameter thickness (T) ... .0005"
dia. for IT hole ............. 0,010"
dia. for 2T hole ............. 0,020"
dia. for I4 hole ............. 0.04O"

Holes shall be true and normal to
the surface of the: penetrameter. fe

Do not ciamfer.

Frun: 0.005" to 0.020" made in 0.0025" lncrements
From 0.025" to 0.050" made in. 0.005" increments

ýT

Thickness of penetrmmeter -over 0.050"
to and including O.160".

Notches for mater-
ial identification-

Place identification
numbers here

I'

Made in 0.010" increments.

C. Design for penetrameter th:
and over.

icknesu of 0.160"

1.33T

14T

L
.83T

in &re in 0.020" increments; tolerances
ozf pener.ameter thicknesses shali be
of the .. ickness increments between

.Penctrameter sizes.

T

pap I
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THE BABCOCK & VILCOX CO*AAY
BOILER DlV ISI0

QUALITY CONTROL SPECIFICATIO3

B-102A
8/6-27-66

I'SUEDJ •SUBJECT ' StG'No. '

*10TZ8 TO FZOURE 2

*;0TE 1 - Tolerances on hole diameter shall be t 10 percent.

NOTE 2 - Tolerances on penetrameter thickness shall be t 10 percent or
one half of the thickness increment between penetrameter sizes,
whichever is smalle:

NOTE 3 - Penetrameters shall be identified by the minimum material thick-
ness (T!) which they represent when radiographing at a 2 percent
quality level. For example: A penetrameter identified with a
50 represents a minimu- (TV) of 0.500".

NOTE 4 - Unless othervise,.specified, the 0.005" penetrameter shall be
used for material thicknesses less than 0.250".

NOTE 5 - Each penetrameter shall be identified by scribing or vibro
I tooling the material identification as utfted below.

Material Notch Identification

1. Steels - Fe

2. Coppei-Nickel Alloy - CuNi

3. Nickel-Copper Alloy - NiCu

4,, Nickel-Chrimium-Iron Alloy - NiCr

No. of Notches

1

2

3

14
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'TNE SAICOCC A WILCOX ci,, " - -"

$OILER DIVISION
OUALITY CONTROL SPECIFICATION

12-2-63 l Accs rAcE STANMR - Wr 102

SBI= : This specification shall govern the dry and vet methods of magnetic partiale
Inspection of welds, adjaoent bane materials for a minimum diotance of L/2"
on each side of the welds when possLble, and veld Joint grome preparations
for the detection-of surface defects in magnetic materials. This procedure is
in accordance vith the AG4 Boiler and Preamnse Vssel Code and )MZ-SW-2T1
and shall be used for contracts In which the So]l3oLng codes and regulations
are applicable:

Al ASM Boiler and Pressure VesseL Oade
B L-STD-2T8 and 2T8A
Coast Guard Regulations - C0115
American Welding Society Codes

Ike _proRATZ0N or WW-F•AEsI

2,. The surfaces to be Inspected including l on each side of the weld or veld
grovee shall be free of slags dirt, Oil, rease, and loose scale.

tog The surface finish of the welds or the weld grooves shall be such that.
proper interpretation can be accomplished. As-welded surfaces,, following
the removal of slag, shall be considered suitable. vithout grinding if this
does not interfere with interpretation of the test results and if the weld
contour blends into the bane metal without undercutting. However, vhen a
weld is to be inspected in the final surface condition, the weld shall be
free of sharp surface Irregularities such as valleys between stringers. A
surface finish of 1,000 micro Inches shall be considered to meet this
requirement for the dry method unless otherwise specified on the drawing.
Where practical, a surface finish of 250 micro Inches shall be considered
acceptable for the vet method. All openings shall be plugged with a non-
abrasive material that i easily remove to prevent acciuulation of magnetic
particles or other matter that cammot be ampletely or easily removed by
washing and air blasting.

3. PiM FOR TOE DRY ?M0D: Finely divided magnetin paLtileso shall be applied
directly to the part being tested.

31 MWthod of Magnetization:

3.1..1 -The direct method of magnetization using electrical contact electrodes
(prods) to pass direct or rectified alternating current through the part
under test shall be used when Inspecting welds, partially completed welds,
and veld groov preparations azeept an outlined In Parapphs 3.1.2 and
3.1.3.

3.01.2 The indirect method of magnetization using the electromagnetic yoke with
alternating current or direct crrent passing through the yoke shall be
used to inspect completed welds that have received a final heat treatment
and were previously inspected by the "6ireat manetization method.

M 00.I Sitty IMF n

ucvR r. tcc. S-102sa,21C~ N

- "e- R~3i.BM 6. T-1 and 7.2 1 of 9
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2/4-5-67THE BABCOCK A WILCOX COMPANY

BOILERD IVISION
OUALITY CONTROL SPECIFICATION

' S UI.CT MAGM=TIC PARTICLE 1S -. ON AND MD
jBl3ACCEPIANCE STANDARDS - WELDS12-:

3443 The direst method of magnotiratLon Using alternsting current vLth the
eontast pred method may be used to inspect the root peasen of f2l.et
":eldr tn evalunOo indicatims obtained vhen inspecting vith direct or
rectified alternating current. This vill insure that Indications from the
natural crevice at the base of the fillt velds are not treated as
defeats.

3.1 Euiment:

,.1.1. The magnetiuing apparatus shall be capable of inducing in the item
under testp a magnetic flux of suitable intensity in the desired direa-
tion. Contact electrodes (prods) and electromagnetic yokes shall be
used. The size and type of contacts used and the time of application
of current shall be such that overheating the pert under teat shall not.
occur either locally or generally.

3.1., The magnetic particles used for obtaining patterns of discontinuities
shall be of non-toxic, finely divided ferromagnetLc material of high,
permeability and low retentivity, free fro deleterious rust, rease,
paint, dLrt-, or other material that my interfere vLth proper func-
tionLng. "Particles shall be of such size, shape, and coal" an to
provide adequate sensitivity and contrast tb the intended use.

3.*.3 Do-magnetizing equipment shall consist of units such as open coil or
box type demagnetiws or other mewns having the neemssary CapaIcty
for demagnetizLng..

3.3 fetnswoe of Operation:

3.3.1 Inspection shall be carried out by the continuous method; that is,
the magnetilzng current shall remain on during the period the
magnetic particles are being applied and also while excess par•icles
are being remnovd. The current ohal not be turned an until after
the electrodes have been properly positLmed In contact vith the
surface and shall be turned off before the electrodes are removd.
Current shall be applied for a minlm of 1/5 of a second.

3.39.1 When the electrical contact prod method of sagnetization is used, the
magnetic field shall be Induced vith the prods placed peralel to the
longitudinal. axis of the veld for the detectLon of longitudinal defects.
When the shape and configuration of the base msterial adjacent to the
Veld pernits, the prods shall be rotated 90 degrees with respect to the
original prod location In arder to detect transverse defects. As
a geneml rula, the effetive vidth of the field Is approximately halt
the dfstane between the prods. go prod sp@cng shall be a uinimm
or r amd a asinm or 8. pef pod spacn.g to be used for
tbe detection at l1miituinal defects Is fvwe Inches. Mheprod locations
aba ww'laW pa~i 4 OI 1 C W t 1-2/r'. ase 716.u 1.

oJN 192 S
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THE MACOCZ A WILCOX CowiAkt
BOILER DIVISION

IAI~ 1WV ~A-bAg 1 ~eft .a~

3/4-5-6T

Vubs F*iS Wb r 1%P6rI.AjJun

ASIJCT )>AGM~I0 Pk== nS~CIZM "&Fag Nwo*
1 2-2-63 AC~ETN BTf.RD -i12 -7

'pical --baple of

Prod Locations

"odlocations to22) 4deect longiud defetes

d e e c 1 21e s f .i

V- Vwidth of Veld 2_7_0_ 8
X" P'od spacing

The preferred distance between successive prod locations when
Inspecting for transverse defects is three inches. The Agnet~zb-Ig
current whether dIrectj, rectified alternating, or' alternating crn
shall be 100 to 125 amperes per inch of spacing betveen the .prods.
Care shall be taken to prevent local overheating, arcing, or burning
of th ' e surface being inspected, particularly on stee -* subject to
air bardoting vhere hard spots or crecks could be produced by a.--
burns cauaed by improper magnetizing techniques.

.3.3 Wohen the yoke method is used, the magnetic field shall be i-duced
withqh hpods parallel to the longitudinal axis of the weld far
the detectiln of transverse defects. When possible, the yoke s%.al
be rotated 90 degrees vith respect to the original. location for &.!:a
detection of longitudinal defects. MTe preferred dis"tance betweem
successive prod locations vhen inspecting for longitudinal defects
is 3*. When Inspecting for transverse defects, the yoke rovd loca,-
-tions shall overlap by approximatel~y 1". 3lectr aetic yoe sing
-alternating or direct current shall have been qualiied to be at
leas' equivalent to that of the direct magnetiatIon method vhen a
uinlim current of 25 amperes per inch of contact electrode spacing
is uaed with a spacing of 3 to 6 Inches,. See 71ge a.

twVo 01O1 JIMEV sy 16V'ISIGN 1' ' 1)G.•

-6 Fd_ +• ,'+s-1.

F4.JRevlD. See Page • A.
*~ml415T3~5lu
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ku/1-5-67 TNE JASCOCI I WILCOX COMPANY

BOILER DIVISION
QUALITY CONTROL SPECIFICATION

Oct. go. 'A M PAM=:•. 'Diff=,=r•••,J•.)"M 'J..o.

yeplcaL Z=:ple of" Kq.ýOe,
-jc :eaFcazl;ons .3

-a .Dcat .ons to ..
241J dezec; transverse defeat& ~3

3-3 .> od locatIons to

W a Width of velA
X - 1.4d spacing

,*,4'd.5rPJ-f I-,y

p 3.3,4 The magnetic part•cles shall be applied in such a m:a-ner that a l2iht
uniform,9 dust-like coating set;les on the sur.ace under teat. -xcess
particles shall be removed by means of a dry-a-r current of sufficient
force to remove the excess vithout disturbing thdse that are Lndicative
of discontiuuities. Excess particles my be removed using a. appr;o-
priate air steam generated by a hand-actuated rubber bulb or a hose
vith an nl]Ae pressure as indicated in the table below. Nozzle size ad
air pressure shall result In a pressure of,1.0 to 1.5 and 0.6 to 0.3
li.ches oa vate- at an axal. distance from the nozzle of ." to 2" respec-

ROSE MESSM 7OR RD=V= ==~SSY PATITCISS

L.n th of- Re-ato; r Gap
5/18" DReading in ps5i at

8ose in FeeS Inlet; End of Rose

"25 1.25
50 1.T5
5-T5 2.75

100 3.50

0.3,~ When indications are detected, the prods shall be oriented in the beat
possible position to obtain the mximum sensitivity.

Me. Pe re I S-r 67
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THE SAC:OCZ A WILCOX CC-PA-6
GOIL "l DIVIIOZ

QUAL'I"ri CO:,OL SPECIFICATIO:1

IrSUE Suic, MAGNETI, C A- ICLE NS. CTION AND SPE. No.
12-2-63 ACCEPT^ANC STANM , - WEL S lS- 1 023

Ii FpT•oDWTS Zan WET MHOD.D: Finely divided magnetic particles shall be suspended
Ln a L&4utd vehto3e for application to the part being tested#

I4. Method of Magnetization:

.J.. 1* With the circular method of magnetization, the item under test may
be used as a conductor with the current passing through the item;or
a central conductor may be placed inside the item with the current
passing through the central conductor. When the item is used as a

* conductor, it is generally mounted horizontally between contact plates
with suitable pressure to insure ?inifozm magnetization.

4.1.2. With the longitudinal method of magnetisationp the item under test
is surrounded by a coil or solenoid and the current is passed through
the coil or solinoid.

4b,2 Fuipment:

1o.2. The magnetizing apparatus shall be capable of inducing in the item
under test, a magnetic flux of suitable intensity in the desired
direction by either the circular or longitudinal method. Direct
current obtained from D. C. Generators, storage batteries, or rec-
tifiers shall be used to induce the flux.

i4.oolol For the circular method of magnetization, a low voltage,
high amperage current shall be passed through the item
being tested or through a conductor that Is inserted
through the item being tested in order to induce the
magnetic flux.

... 2.1.2 For the longitudinal method of magnetization, a solenoid,
coil or magnet shall be used to induce the magnetic flUx.

i.2o. The magnetic particles used for obtaining patterns of discontinuities
shall-be non-toxic and shall be capable of exhibiting good visual
contrast. The particles may be fluorescent when exposed to a
filtered black light or non-fluorescent and shall be suspended in a
liquid vehicle. Both type of particles shall not be used sicul-
tneously.

4.2.2.1 the viscosity of the suspension vehicle shall be a =ax,±=
of 50 centistokes at any bath temperature used. Fluorescent
particles shall be limited to 0.10 to 0.40 ounces of so-•d
per gallon of the liquid vehicle. Non-fluorescent particles
shall be limited to 1.0 to 1.4 aunces of solid per gallon
of the liquid vehicle.

4.2.3 The liquid used as a vehicle for both the fluorescent and non-
fluorescent magnettic particles shall comply vith the following:

REV. NO. i haY IKVIIONVow 1, J~ ." 6 -1023""1#4 on h.,"
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O/ .- 5J-oT'
ABCOCK & WILCOX COMPANY

BOILER DIVISION
QUALITY CONTROL SPECIFICATION

Su.J"CT , ,, G2)MTIC PARTICLE INSPEC0N AND ' 6

A) Petroleum distillate shqll aonform to either of the following.

1) P--661 -. Commonly called "dry cleaning solvent"

2) W--K-211 - Kerosene

3) Tap water with suitable rust inhibitors, vetting, and ant±-
foaming agents may be substituted for the petroleum distillate.
The composition shall be approximately 0.3 per cent anti-fom
agent, 3.9 per cent rust inhibitor, 12. per cent vetting
agent, 83.0 per cent tap water.

C) Liquid vehicles used vith fluorescent particles shall be
non-fluorescent.

4.2.A A darkened.'area or booth with a properly filtered black light source
shall be provided for the fluorescent'-magnetic particle test.

4.2.5 Di--magnetizing equipmnt shall consist of units such as open-coil
or box-type demagntizer or other means having the necessary capacity
for demanetizing.

4',3 Sequence of Operation:

*3•.• Inspection shall be carried out by either the continuous or residual
method after applying the suspensions to the item being tested by
hosing or immersion to Insure thorough coverage.

4.3.1.1 For the continuous method,, the magnetizing circuit shall
be clos"d just before diverting the suspension or just
before removing the item frm the suspension when immersion
Is ued. The circuit shall, rean closed fdr 1/5 to 1/2
second..

14.3.1.2 For the residual method s the item shall be magnetized by
the application of current for at Least 115 second atear
which the current shall be turned off and the suspension
applied.* For Immersion application, care shall be exer-
Scised to avoid washing off the indications.

4.3.2 The magnetizing current for circular magnetization shall be 500 to
700 amperes per inch of diameter of the surface being tested. If
both the inside and outside diameters of cylindrical parts are to be
inspected, the larger diameter shall be used In establishing the
currents

4.3.3 The zsagnetizing force for longitudinal magnetization shall be 3,000
to 4p000 ampere turins per inch of diamsetr of the surface being tested.
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If both the inside and outside diameters of cylindrical parts are to be

inspected, the larger diameter shall be used in establishing the current.

.3.-4 Suspensions shall be tested daily or when it appears that the suspension
has become discolored by oil or contaminated by lint. The test shall. be
as follows:

A) Let pump motor run for several minutes to agitate a normal mixture
of particles and. distillate.

B) Flaw the bath mixture through the hose and nozzle for a few minutes
to clear hose.

C) Fill the centrifuge tube to the 10 cc line.

D) Place centrifuge tube and stand in location free from vibration.

Z) Let tube stand for 30 minute3 for particles to settle out.

F) After 30 minutes, readings for settled particles should be 1.7 to
2.4 cc for non-fluoreccent pastes or .3 to 1.3 cc for fluorescent
pastes. If reading ii higher, add distillate; if lower, add pa3te.

. 4A~GETIZATION: Small parts shall be demagnetized between successive magnetizing
operations to obtain satisfactory indications of discontinuities. All items
shall be demagnetized prior to testing if the material contains strong resi-
dual magnetic fields from some previous operation. All items shall be demag-
net ized after testing if the residual field interferes with the removal of
magnetic particles during cleaning.

6. D~~PPETATON 037F WSUI'3

6.1 All indications revealed by magnetic particle inspections are not necessarily
defects since Irrelevant indications are 3ometi-es encountered. Irrelevant
or "false" indications are quite coion, but may be easily identified. Examples
of such indications are as fol3los:

)k.netic Writing: The indication is fuzzy and will be destroyed by demagnetiza-
tion. These indications are caused by contact with other steel or magnets while
magnetized.

Change in Section: The distribution of the magnetic field in an area of change
in section of the piece being tested is such that the test pattern is broad and
fuzzy.

Flow Lines: These are large goups of parallel indications that occur in some
forgings when magnetized with high currents.

6.2 All indications believed to be non-relevant shall be evaluated by removi.g the
surface roughness$, or shall be reinspected by other nondestructive test methods.
If reinspection reveals any indications, these indications shall be considered
as relevant and shall be treated as defects and removed.

NEW. 0o. LEV. by REVISION SPEC. ho

JUNE 1992
5C -60



J/4 -5-67 ,AICOC A WILCOX COMPANY

BOILER DIVISION

QUALITY CONTROL SPECIFICATION
ISL.NO. SU&JECT MAGNYTIC k'ARTICU; NSPIMCON X0 3 SE

5-102B AccZPzA=CE TAKDVMD - WELD 1 2-2-63

6.3 Linear defects are indications in which the length is greater than three times
the width.

6.14 Hounded defects arc indications vhich'are circular or elliptical with the leangth
less than three times the width.

T. ACCEF~kICE SSMANRAZ

T.1 ?or Weldeents tented contractually to AMC Boiler and Pressure Vessel Code
Reouirements:

7.1.1 Welds examined in accordance vith this standard shall be free of the fol-
lowing defects:

(a) All cracks and linear defects.

(b) All rounded defects with a dimension greater than 3/16 inch.

(a) Four or more rounded indications in line separated by 1/16" or less,
as measured frb. edge to edge.

(d) Ten or more rounded indications regardless of size located in any six
square inch area whose minor dimension is no less than one inch, vith
these dimensions taken in the most unfavorable location relative to the
defects. being evaluated.

V 7.1.2 Base material defects detected during the inspection of velds shall be evaluated
in accordance with the applicable base material specification. If the base
material specification contains no acceptance standardsp the acceptance stan-
dards for the elds shall apply.

Cracks and non-laminar defects on the surfaces of weld joint preparations
shall be repaired. Linear indications that are parallel to the surface of
the plate and are caused by laminations in plate material need not be
repaired if they are:

(1) Equal to or less than I" in length and are separated f other laminar
type indications in the same line by at least 1/4 "

(2) A group of aligned indications in a 1" length that are separated from
another group of indications or a single indication in the same line by
at lease. ./41.

The depth of the repair of such defects in plate material shall be 3/8" from the
surface of the weld preparation or the expected extent of the heat affected
zone, whichever in greater.

T.2 Par Weldments tested 6ontractually to MI,-STD-Mla

7.2.1 -Welds examined in accordance with thifs standard shall be free of the
following defects.

(a) All cracks, linear defects and other relevant defects.
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7.2.2 Cracks and non-laminar defects on the surfaces of weld Joint prep~aa-.
tions shall be repaired. Linear indications that are parallel to the
surface of the plate and are caused by laiinations in plato matcrial
need not be repaired if they are:

1) Equal to or lean than 1" in length and are separated from oth•er
laminar type ind-ications in the same line by at least 1/4".

2) A group of aligned indications in a 1" length that are separated
from another group of indicationa or a single indication in the
same line by at least 1/14".

The depth of the repair of such defects in plate material shall be 3/8"
from the surface of the weld preparation or the expected extant of the
heat. affected zone, whichever is greater.

8. ARC FOnUS: When it is neceasory to inspect areas that have been ground to remove
arc burns on the welds or adjacent base materials, the dry poWder methoi using
the Type Y-5 yoke shall be used to inspoet such areas. Arc burns made after
final heat treatment or those that were not known to have been made prior to
final heat treatment shall be etched with a 20 2er cent solution of armonium
persulphate in water and all evidence of heat affected zone shall be removed.
If removal reduces the wall thickness below the minimum requirements, a repair
procedure shall be prepared and submitted to the customer for approval.

9. FIlMAL CLA.VG: Yagnetic particles shall. be removed from all surfaces after the
tesnt. All tempora=- plugs shall be removed from holes and cavities.

10'.. M.CAuT.O!S: To prevent are flashes, electrodes shall be placed firmly on the
suriace to be inspected prior to turning on the current. For the same
reason, the current shall be turned oft prior to removing the electrodes.

REV. No. R Ei;V. GY REVI CIG
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6.1.5.1 Examination Schedule - This ultrasonic examination shall be.
performed after the hydrostatic test. Preparation of the clad
surface may be done at any time during the fabrication sequence.

6.1.5.2 Areas to be Examined - An ultrasonic examination of the following
areas of the reactor vessel and closure head shall be performed in
accordance with the ASME Code for Inservice Inspection of Nuclear
Reactor Coolant Systems. All vessel areas shall be examined through
the I.D. clad surface and all closure head areas shall be examined
through the outside surface.

a. All longitudinal shell and transition ring welds and at least
one (1) plate thickness of adjacent base metal on both sides of
the weld.

b. All circumferential shell, flange and transition ring welds and
at least one (1) plate thickness of adjacent base metal on both
sides of the weld.

c. All primary and safety injection nozzle to shell welds and all
integral nozzle extensions inside the vessel.

d. All primary and safety injection nozzle to safe end welds.

e. Closure studs and nuts.

f. Ligaments between threaded closure stud holes.

g. Integrally welded vessel supports.

6.1.5.3 Surface Finish Requirements

a. The clad surface shall be prepared to the extent possible for a
distance equal to 2T (T - wall thickness) on both sides of the
welds to be examined, so that a meaningful ultrasonic
examination can be performed. The crown of the weld overlay
beads shall be flattened to the extent that visually
discernible "valleys" are left between the beads. The adequacy
of clad surface preparation for meaningful UT shall be
evaluated in the following manner: place longitudinal mode,
2.0 (minimum) Mhz, search unit, either wheel type or contact
type properly coupled on representative area of clad surface
(ID) at a point 1/4T, minimum distance, from centerline of weld
and mark spot for reference purposes. With sound beam directed
radially toward OD surface, set reflection from OD surface
(back reflection, BR) to 90% to 100% of full linear screen
(Cathode Ray Tube screen, CRT) height. Scan along surface in
normal fashion, starting at the marked reference spot and
moving the search unit a distance equal to at least IT away
from, i.e., at 900 to, the weld. Scan again in the same manner
a distance equal to at least IT at 45- to the weld and then
again, parallel to the weld, returning each time to the
reference point to check the amplitude of the BR and to start
the required scan. In each of the three scans, note the
maximum reduction in BR amplitude in increments of 10%.
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Surface conditions causing 30% and greater reductions in the
calibration BR amplitude shall be considered inadequate for
meaningful UT.

b. The supplier shall submit with their quotation a sample of the
clad surface finish which he considers as acceptable for
performing a meaningful ultrasonic examination of vessel welds
and 1T of base metal as well as for cladding bond. The sample
shall be at least 12" x 12" x 2" thick.

6.1.5.4 Examination requirements

a. Longitudinal wave testing based on discontinuity indication
amplitude and depth (Distance - Amplitude - Correction) shall
be performed on all areas defined in Paragraph 6.1.5.2.
Discontinuity indication amplitudes shall be based on side
drilled holes, as specified in Appendix IX-340 'Ultrasonic
Examination of Welds' ASME Boiler and Pressure Vessel Code, in
the representative, i.e., similar construction, configuration,
surface finish, materials (clad, base and weld metal) and heat.
treat condition, reference blocks to be supplied.

Longitudinal wave testing for area 6.1.5.2c will consist of two
(2) perpendicular wave testing scans (from the inside surface
of the nozzle and from the clad surface of the weld).

b. Shear wave testing based on discontinuity indication amplitude
shall be performed for all areas indicated in Paragraph
6.1.5.2, except for area 6.1.5.2c.

6.1.5.5 Reportable Indications

The Supplier shall submit ultrasonic examination reports showing
"reportable" indications. The locations of the "reportable"
indications shall be shown on a chart or plan drawing of the
material. For the reactor vessel examination (Paragraph 6.1.5), the
"reportable" indications shall be located relative to vessel
assembly reference surfaces and axes. Information relative to the
magnitude and depth of the "reportable" indications shall be
included. The definition of the "reportable," indications is given
below.

6.1.5.6 Plate Material

A. Longitudinal Wave Examination

1. Laminer defects "LT" which are defined as defects which
cause a total loss of initial back reflection and which
provide a reflection.

2. Laminer defects "LP" which are defined as defects which
lower the initial back reflection by more than fifty
percent (50%), but less than one hundred percent (100%)
and which provide a reflection.
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3. Inclusion type defects "IT" which are defined as defects
which cause a total loss of initial back reflection, but
which do not provide a reflection.

4. Discontinuities which cause traveling indications. These

shall be described with explanatory notes.

B. Shear Wave Examination

Indications whose amplitude equals or exceeds fifty percent
(50%) of the calibration standard.

6.1.5.7 Forgings

The indications in Article 3 of Section III and ASTM-A388, Sec. 7,
1969 edition as "Reported for Information" and "Recording"
respectively.

6.1.5.8 Cladding

Indications whose amplitude equals or exceeds fifty percent (50%) of
that from the 3/4" diameter reference hole.

6.1.5.9 Reactor Vessel or Reactor Vessel Sub-Assemblies.

A. Longitudinal Wave Testing (Back Reflection)

When the back reflection is reduced to fifty percent (50%) or
less of the initial calibrated back reflection due to the
presence of discontinuity indications. The amplitude of the
discontinuity indication as a percent of the initial calibrated
back reflection shall be recorded in ten percent (10%)
increments.

B. Longitudinal Wave Testing (Discontinuity Indication)

When the discontinuity indication equals or exceeds that from
the reference discontinuity indication on the Distance
Amplitude Curve.

C. Shear Wave Testing

Discontinuity indications whose amplitude equals or exceeds
fifty percent (50%) of the calibration standard. The amplitude
of the discontinuity indication as a percentage of the
established calibration amplitude shall be recorded in ten
percent (10%) increments.
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BASE LINE INSPECTION

1. SCOPE: This specification shall govern the Ultrasonic inspection
o-si•milar and dissimilar weld seams and attachment welds for the
purpose of mapping in accordance with ASME Boiler and Pressure
Vessel Code, Sections III and XI.

2. EQUIPMENT: Ultrasonic inspection equipment shall consist of an
eTectronic-apparatus capable of producing, receiving, and dis-
playing high frequency electrical pulses at the required freq-
uencies and energy levels.

3. OPERATOR QUALIFICATION: The operator performing the inspection
sna±l be quali-ied co Level II in accordance with SNT-TC-IA.
The assistant shall be qualified to at least Level I in accord-
ance with SNT-TC-lA.

4. SURFACE PREPARATION: The test surface shall be free of dirt, loose
scale, macnining or grinding particles, weld spatter, or other loose
foreign matter. The surface finish shall be sufficiently smooth to
maintain acoustical bond and minimize surface noise. A mill finish
may be adequate for testing. Whenever necessary, surface condition-
ing shall be accorplished by available mechanical process, such as
machiining, 6rindiixg, sand blasLi!Lg, ur bet• sanuing tco provide a
suitable surface finish. Surface preparation shall consist of an
area which includes the weld seam and two plate thicknesses on
either side of weld edge. Both the inside and outside surfaces shall
be prepared for testing where possible. The Ultrasonic Testing oper-
ator shall inspect the surface for suitability for testing.

5. COUPLANT: A suitable, liquid, semi-liquid, or paste couplant medium,
suc. as water, oil, glycerin, or grease, shall be applied to the
test surface.

6. AREA OF INTEREST: The inspection shall include the weld, weld
rusion Line, and one plate thickness beyond the fusion line of
the weld.

7. LONGITUDINAL WAVE:

7.1 Base Material Test:

7.1.1 Test Procedure: An area one time the plate thickness
of the base material along either side of the weld,
shall be scanned with a normal beam to detect discon-
tinuities that might affect the interpretation of
angle beam results.

. EV. NO. REV, BY REVISION SPEC.
3 GDE/GAF REVISED PARAGRAPH 8.2 AND FIGURE 1 BLI-I

REVISION DATE PAGE C,.
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The instrument shall be adjusted to produce a
back reflection from the opposite side of an
indication free area of the base material, that
is at least 75 percent but not greater than 90
percent of full scale amplitude.

7.1.2 If a base material condition exists which is
indicated by a signal on the cathode ray tube
from a discontinuity accompanied by a loss of
back reflection that is 507. or less, the shear
wave shall be conducted from both inside and
outside surfaces where possible. If the op-
posite side is not accessable, a chart of this
area shall be made and the shear wave inspection
shall be performed on a best effort basis.

7.2 Longitudinal Wave Weld Test:

7.2.1 Calibration:

7.2.1.1 The calibration test block as shown in
Figure 1 shall be used. The calibration
block material shall be of an equivalent
thickneis aad F-r-Nfumber. L- U%=bcrs 1 3

4 and 5 materials as listed in Table Q-I1.1
of Section IX of the ASME Boiler and Pressure
Vessel Code are considered to be equivalent.

7.2.2 Search Unit: The nominal frequency shall be 2.25 MHZ
unless variables, such as production material grain
structure, necessitate the use of bther frequencies
in order to assure adequate penetration.

7.2.3 Instrument Calibration for Thickness Greater than 1":
The search unit shalI De positioned to display the
maximum amplitude from the calibration hole located
at l/4T test metal distance (T.M.D.) See Fig. 1 for
calibration hole diameter.

The instrument sensitivity shall be adjusted to
display an amplitude obtained from the calibration
hole to 507. full screen height. The search unit shall
be positioned to display the maximum amplitude fiom
the calibration hole located at 3/4T without changing
the instrument sensitivity. A reference curve shall
be marked on the face of the C.R.T. by drawing a line
between the peaks of the amplitude obtained as spec-
ified in Figure 2.
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7.3 Instrument Calibration for Thicknesses up to I" Inclusive:

The reference level shall be established from the calibra-
tion block shown in figure 3A. The instrument sensitivity
shall be adjusted to display an amplitude of 757. of full
screen height. A line shall be drawn across the face of
the CRT Screen to cover the thickness being inspected.

7.3.1 Test Procedure: Shall be in accordance Section 7.4.

7.4 Test Procedure: The entire weld seam shall be inspected in
accordance w-ih the following paragraphs:.

7.4.1 The entire weld seam shall be scanned in parallel
paths.

7.4.2 To assure complete coverage of the inspection area,
the search unit shall be indexed with an overlap of
at least 107% between each pass.

7.4.3 The scanning rate shall not exceed 6" per second
unless it can be demonstrated that proper screen
interpretation can be obtained at greater speeds.

r 7.4.4 When possible, scanning shall be performed at a
minimum sensitivity level of two (2) times the
cAlibration level. The sensitivity level for
evaluation of indications shall be performed in
accordance with Paragraph 7.2.3.

7.4.5 When an indication is observed, the-search unit
shall be positioned to obtain the maximum amp-
litude possible. The size and location of dis-
continuities shall be recorded on form shown
in Figure 4 as the test progresses.

7.4.6 All conditions such as scanning speed, search
unit and couplant used during calibration shall
be recorded and duplicated during inspection and
evaluation.

7.4.7 Verification of sound penetration through the
weldment shall be accomplished by observing the
back reflection from the opposite parallel sur-
face or obtaining a back reflection on acous-
tically similar material using a test metal dis-
tance within .t 10% of the weldment being inspected.

7.4.8 Where the configuration of the part being tested. HEV. NO. REV. BY IREVISION SPEC. NO.

3 GDE/GAF SEE PAGE 1. BLI-1
REVISION DATE PAGE x.

2/25/71 3 OF 13

5C-69 JUNE 1992



THE BABCOCK & WILCOX COMPANY BLI-1
POWER GENERATION DIVIS!."N 4/2-25-71

QUALITY CONTROL SPECIFICATION MTV
PDS 9179

ISSUED SUBJECT ULTRASONIC INSPECTION OF SIMILAR AND SzzC. "KC.
6/17/70 DISSIMILAR WELD SEAMS AND ATTACHMENT BLI-l

WT.D• 1FOR TTIF PTTRPfqF nr MAPPTNG

will not permit inspection as described in Section
7, the inspection shall be performed to the max-
imum extent that geometric configuration will per-
mit. A chart shall be maintained which documents
inaccessible areas.

8. SHEAR WAVE ANGLE BEAM:

8.1 Calibration:

8.1.1 The calibration test block as specified in Para-
graph 7.2.1.1 and Figure 1 shall be used.

8.2 Search Unit: A 2.25 MHZ frequency angle beam search unit
not exceeding one square inch maximum effective area shall
be used. The search unit beam angle shall provide an angle
in the production material in the range of 40 degrees to
75 degrees. If sound beam penetration cannot be ob:ained
when using 2.25 MHZ, then a test frequency of 1.0 MHZ shall
be used. In the event the 1.0 MHZ is used, recalibration
shall be performed.

8.3 Calibration:

8.3.1 Instrument calibration for thicknesses up to 1"
inclusive. A distance amfiplitude correction curve
shall be established by using the calibration
block as shown in Figure 3A. The first point on
the curve shall be established by placing the
search unit in the 6/8 node position as shown in
Figure 3A. The search unit shall be positioned
to obtain the maximum response from the calibra-
tion hole and the instrument sensitivity shall be
adjusted to display an amplitude of 75% full
screen height. At this sensitivity level, the
search unit shall be placed at the respective
10/8 and 14/8 node positions and the peaks of the
amplitude obtained marked on the face of the
cathode -ay tube (C.R.T.). A line shall be
drawn between the peaks of the amplitude signals
obtained. The length of the line shall cover the
thickness being examined.

8.3.2 Instrument calibration for thickness over I".
A distance amplitude correction curve shall be
established by using the calibration block as
shown in Figure 3. The first point on the curve
shall be established by placing the search unit

FEV. NO. REV. BY REVISION Sp !C.

3 GDE/GAF SEE PAGE 1 BLI-l
REVISION DATE PAt C.
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in the 3/8 node position for materials I" through
6" as shown in Figure 3. For thicknesses over 6"
the first point on the curve shall be established
by placing the search unit in the 1/8 node position
as shown in Figure 3. The search unit shall be
positioned to obtain the maximum response from the
calibration hole and the instrument sensitivity
shall be adjusted to display an amplitude of 75%
full screen height. At this sensitivity level
the search unit shall be placed at the respective
1/8 node if applicable, the 3/8, 5/8 and 7/8 node
positions and the amplitude obtained marked on
the face of the C.R.T. A line shall be drawn be-
tween the peaks of the amplitudes obtained. The
length of the line shall cover the thickness being
examined.

8.3.3 Instrument calibration for areas where sound will
be reflected from a clad surface shall be: Obtain
signal response of 20% from 1/2 node cladded inter-
face as shown in Figure 3. At this sensitivity
level, the search unit shall then be placed at the
1/8, 3/8 and 7/8 node positions and the amplitude
obtained marked on th face o t° r v T a-,,
indication at this sensitivity level shall be
evaluated by readjusting, the sensitivity level to
contain the DAC evaluated within the dynamic range
of the instrument. Example: Indication seen be-
fore 1/2 node position re-calibration shall be
performed as described in 8.3.2. Any indication
noted beyond 1/2 node position shall be evaluated
as described in 8.3.3.

8.4 Test Procedure:

8.4.1 Testing of the weld shall consist of indexing the
search unit to obtain a 10% minimum overlap for
each scan to include the weld fusion zone. The
speed of scanning shall be at a uniform rate com-
mensuratt with the ability to accurately interpret
and evaluate all indications resulting from discon-
tinuities. The following scanning patterns shall
be used:

8.4.1.1 The transducer shall be moved in an osc-
illating fashion, backward and forward at
a 900 angle from the longitudinal axis of
the weld,, a sufficient distance over the
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test surface to project sound through the
entire volume of weld metal as established
on the referenced standard. The sound beam
shall be directed toward the longitudinal
axis of the weld. The search unit shall be
moved in this progression along the length
of the weld until the entire weld is traversed.

8.4.1.2 The total length of the weld seam shall
be scanned in two opposite directions by
moving the search unit in an oscillating
fashion along the centerline of the weld.
The oscillation shall consist of rotating
the transducer so that the sound beam is
scanning a fan shaped area. The included
angle of oscillation shall be approximately
30.

8.4.1.3 When possible, scanning shall be performed
at a minimum sensitivity (gain) setting of
two times the reference level sensitivity.

8.4.1.4 The sensitivity level shall be verified by
comparing D.A.C. to clibbr~tinn- •rnd• r at
least once each hour of operation and every
time the machine is moved or a power failure
results.

8.4.1.5 Where the configuration of the piece being
tested will not permit inspection as noted
in Section 8, the inspectibn shall be per-
formed to give the best possible inspection
and documentation.

9. RECORDING:

9.1 All discontinuities located within the weld, or weld fusion
zone which produce an amplitude greater than 20 percent of
the calibration level (DAC) and judged acceptable in accord-
ance with Paragraphs 7.2 and 8 of this specification shall
be recorded and charted.

9.1.1 The chart shall show location and size of discontinuities.

9.1.2 Amplitudes of discontinuity indications shall be recorded
in 107. increments.

9.1.3 The depth of discontinuities shall be recorded.

rtEV. NO. REV. BY REVISION SPEC. NO.
3 1 GDE/GAF SEE PAGE 1 BLI-I

REVISION DATE PAGE NC.
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9.1.4 Any area where best effort inspection was performed
due to configuration shall be recorded and reported.
Method of inspection in these areas shall be documented.

10. ACCEPTANCE STANDARDS:

10.1 All indications which produce a response greater than
20 percent of the DAC reference level shall be inves-
tigated to the extent that the operator can determine
the shape, identity, and location of all such reflectors
and evaluate them in accordance with the following:

The search unit shall be placed in a position
which produces the maximtnm amplitude. If the
maximum amplitude equals or exceeds 757. of
the DAC reference calibration curve, it shall
be reported.

If the maximum amplitude exceeds 207. but is
less than 757% of the DAC reference calibration
curve, it shall be noted as supplemental in-
formation, and supplied to the owner in a
separate supplemental report.

10.2 Any discontinuity detected in the weld or weld fusion
zone which produces a signal amplitude greater than
the DAC reference calibration'curve and that has a
linear dimension as follows shall be reported and an
evaluation made to the acceptance standards involved in
the original construction. Thus, a discontinuity in a weld
would be evaluated using the fabrication- radiographs whereas
a discontinuity in a plate would be evaluated to the U.T.
acceptance standards for plate, etc.

(A) 1/4" for thicknesses up to and including 3/4".

(B) 1/3" of the thickness for thicknesses over 3/4"
to and including 2 1/4".

(C) 3/4" for thicknesses over 2 1/4".

If there is any doubt regarding the proper interpretation
of Ultrasonic result of the rejected areas, such doubt may
be resolved by radiography.

11. RECORD OF TEST RESULTS: A copy of the test results shall be made
available to the Customer with the following information: (Figure 4)
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THE BABCOCK & WILCOX COMPANY
POWER GENERATION DIVISION

QUALITY CONTROL SPECIFICATION

BLI- 1
8/2-25-71
MTV

. PDS 9179ISSUED SUBJECT
6/17/70

ULTRASONIC INSPECTION OF SIMILAR AND
DISSIMILAR WELD SEAMS AND ATTACHMENT
raFT.f)l IfR TU17 PTT7Pf0l Or MAPPTMr

SFEC. NC.I
BLI-I

A.
B.
C.
D.
E.

Contract Number
Operator & Assistant
Instrument
Method of Test
Couplant

F. Type & Size of Crystal
G. Block Number
H. Chart of results obtained in

para. 7 & 10.
I. Specification
J. Date

NOTE: It is recognized that Ultrasonic examination cannot define
the finite size of discontinuities in the path of the
beam but rather indicates the sum of the total reflectors
in the beam path at a given interval. It is also recog-
nized that, due to beam spread, the recorded signal will
always be larger than the reflector causing the signal.
No attempt shall be made to correct for this exaggerated
signal since it will simplify subsequent In-Service examina-
tions if the received signal is recorded uncorrected.

JUNE 19925C-74



THE BABCOCK & WILCOX COMPANY
POWER GENERATION DV!ISION

QUALITY CONTROL SPECIFICATIOMI

BLI- 1
9/2-25-71
MTV

IISSUED j SUBJECT ULTRASONIC INSPECTION OF SIMILAR AND OPEC. NO.
6/17/71 DISSIMILAR WELD SEAMS AND ATTACHMENT BLI- I

1, WF.Tiq FQR THE PURPOSE OF MAPPING

Top Surface
Clad

Bottom Sur--
face Clad

NOTCH

BASIC CALIBRATION BLOCK
I

L - Length of block determined by the angle of search unit and the node
used fbr eamination of Production Materials.

T - Thickness of basic calibration block (See Table below).
D a Depth of Basic Calibration hole (See Figure)
d = Diaatwor of B•-ic Calir--•._t hole .Scc Table bel•.).
t - Nominal production material thickness.

Production
Material Th?•kness Ct)

Up to 1" Incl.
Over 1" th"u 2"
Over 2" thru 4"
Ov 4 " thb= 6"
Over 6" thru 8"
Over 8" thru 10"
Over 10"

Basic Calibration
Block Thickness (T)

Hole Hole
location Diameter (d)

3/V
1/2"3"5"U

T"9"
1;

Or t
or t
or t
or t
or t
or t

12A
'A
1A
'A

T
T
T
T
T
T
T

3/32"
1/8"
3/16"

3/8"
See Note 1

1 For each increase in thickness of 2 inches or
diameter shall increase 166 inch.

fraction thereof, the hole

Figure 1

.5C-75 JUNE 1992



* TIlE BAt3'OCY. & WILCUX CGUMeAi!I
POWTER GEN:ErVITION; DIlISIO:I

QUALITY CO.ITROL SPECIFICATION

BLI-1
10/2-25-71
MTV

ISSUED jSUBJECT ULTRASONIC INSPECTION OF SIMILAR AND ISPEC. NO.
6/17/71 DISSIMILAR WELD SEAMS AND ATTACHMENT BLI-I

nI WPIfl-FI 'RRF PITRPnlqE OF MAPP=NC

FIGUP• 2

TICAL DISTANCE A!VPLITUDE CORRECTIOI CURrVE

-G

I-
F)

f4IN. (A)

PRIMAEY FFEPETCE RESPONSE SET AT 50
PECENT OF FULL SCFME

.Niv. :4o0.
RI-mV. BYIGDE/GAF IflEVI'SION

SEE PAGE '1

10 OF13j
2/25V/7.L ; jAI:I 2/25/71 I
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T1ALITY a:. 7;.1L , '' IT ATIO F
QUALITY .... " " ' .. .

BLI- 1
11/2-25-71
MTV

SUB-JCT ULTRASONIC INSPECTION OF SIMILAR AND SpE*P-'•'.
611/71 DISSIMILAR WELD SEAMS AND ATTACHMENT BLI-I

WELDS FOR THE PURPOSE OF MAPPING

Node Positions
I !'°" r- IiPj.

3 5

FOR THIC'ESS OVER 1 INCH

9- 5o wlll . z"^
-- 4

aAT 75% OF FUL•L SC.-EIN•

I _ _ I ,5 I,20l ~pIRWEM
LEV=,

1 3 5 T

TYPICAL DIE7SNCE AM LUM COI C•UN 3VE

FIGURE 3

I PEW. :,,o.
iDE/. iAy

ri GDE/AF
!I RF.V ts o::

SEE PAGE 1

11 .OF 13
L • _ I .q-- ?- r .... I

j~~jkV ~ .LJ 1H.i II
iS "-I "S ' C 77
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T1 ALcc-M: J%
THE F\LCC:, " ". jT'.TI C.... BLI- I

12/2-25-71
MTV

Eý.;~iT ULTRASONIC INSPECTION OF SIMILAR AND -*:J

16/17/70 DISSIMILAR WEL SETDAMSAD ATTACHMEN3T ELI-I

'-4-
--. ~.- - -

10

FOR THICknESS 1 INCH OR LESS

-~ -FMAY REME CE P.ESPI3NSE SET
-AT 75% OF 7L Sc1

N0E EMUPAOLATED FROMi C!ThVE

Typical Distance Awplitude Correction Curve (An~le Beam Method)

(Distance in eighths of a node. For Ekample, 14 is 14/8 node).

FIGURE 3A

~- --- I~~

V..v. No. I .'.i
GDE/GAF SEE PAGE 1

2/25/71 ...... ..............

fi. - :-:. ."' °
LI-o 1

12 OF 13 1
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p ..... :. ,...:T.* . .. c .: ,T .
QUALiTY C0.' .flL. 1, S :-7C7' T ."O

BLI- 1
13 /2- 2.5- 71
MTV

6/17/70
£UTh;>: C: ULTRASONIC INSPECTION

DISSIMILAR WELD SEAMS
WrI,. nl 1• I tJ.T ]A DITDI : on n

OF SIMILAR AND
AND ATTACHMENT
A•= MAPPTN(•

Iq o '...
BLI-I1

V6TRASONIC 7ESr -DA-rA

p). C, _ _ __P_(_N_ _ _

I" - .7F.-

al x

- - --------------- -

- -- --- -- - - ----

- -- -- ~------------

.l.~ I.---4. -4-4 - & - I - - 4 -t -- I. - I -

'--.

- --

7-
""AJ D'~ f TYPE,•'; "'. .-.. ?

4N GV-~1 -s - a

'RE Fe ,--mic Pv4- - -*.....r

______: _. ,-FIGURE 4
I I'

ii:.'. ~.. REV. BY RRISLOt'

3 LGDE/GAF ISEE PAGE 1

2/25/71 13 OF 131

JUNE-1992
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ATTACHMENT D

REPAIR WELDING PROCEDURE

AND PROCEDURE QUALIFICATION

TEST REPORT FOR THE REPAIR OF

ZION 1 VESSEL

5C-80



B2~:C2 UICCXw 3 M~ 2 R

VVE L D NG PROCE DU - EAL
DA%'",: 1-.7-71

HA ,UiA L MvETA.I A T . ." 1: C"•. C,..,. P:. 610-0144
-'.I;TA:. 7C. C8-0144-1

BAS"2 •2*:.,, TYPE: Mn-Mo-Ni P-3Xi. __&_T_) P-l2B :.1. T 8
JD. N- I1• T

.T C, I: Repair of WeldUsitng Half S?.2.::2: !:9.

Bead Technique :ILD. S-EC. W-6 RE*.' 3

First Tt.'o Layers Only j .-A T_

STEP NO. I STEP NO. 2 STEP NO. 3

Record actual cavity Establish and record Deposit second laye4

Dimensions. Deposit thickness of first layer. using 1/8" Dia. I
first layer using Remove by grinding 1/2 E8015-8018C3 Elec-
3/32" Dia. E8015-8018C3 of this thickness. Verify trodes. MT second
Electrode: by dimensional inspection layer.

MT after grinding.

•P

/' /e,

WELD BEAD.NO. st La~yer-_ 2_nd javer
WtLIDZ! PoSITIO"d Flat-Hoiz Flat-Horiz_

'ELFECTRiCXZ: TYPE E8_ Y.1Q15-ijQje 3
SIZE 3/32"1 1/8"1
L, T I-1.0

'L_._'_- D.C.-R.P. D.C.-R.P.
AM..71-3 75-110 110-155

:........... ... 350 350
,. -. : -. ... .500 500

.;i"'.•'-~¶1~ p'r•"'. .~(: ") 4 X DIA. 4 X DIA.
- --.__ . -- -- -._ _ _ "- ___'"_

P. . '.:,•. 2692

.,;~* * :..u,,:,-. 'Z: H'..M First .Layer After Grinding in Step 2 and
Second Layer After Deposition in Step 3

':.''. "'" "" "'Maintain 3500 F_ Preheat

See Sheet 2

ILn. EKN O'NFAT. I. j . %
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]3-BCOCK & WIICOX

WELDI N1G PROCEDURE
l.!A'f',UL Iv." ETAL. A/\FC rFJE?

W I3tM 121

I .... ~ 2'?: V 0 '1NEAL

DATl: .1-7-71

COI T.c ::.. 610-0144
SERIAL : 'C. -144-1

1DASS r'fAL :,vp-: Mn-Mo-Ni P-3 (Q & T) P-12B . l MK. 8
U.IT 170.

l~:I., -C: o:' u._-07 Repair of Weld q.•,:' ,-
-- -e__._S__ hteLJ•No..1 .... __ ;.TD. S:':C.WS-69 P:':V 5

D.': ALT -W -6

WELD BEAD KO. --_ ...... -

WETDIi:G POSITICI Flat -Horiz Flat-Horiz Flat _

_ELECTRODE: TYPE. ___ U0•3BQ3_015-IC E8015-18C3

SIZE 1/8 DIA. 5/32 DIA. 3/16 DIA. .......
LOT NO.

WLDIG CURPZ: --" 7-'P"- D.C.-R.P. D.C.-R.P. D.C.-R.P.

A?.,__"-" 110-170 150-210 180-360

PI '.;i2 i'-.....' C;- 350 350 350

I',T: .- _:.'.. o500 500 500.
... T.. " 4 X DIA. 4 X DIA.

P.Q. - :2A';.V !•1•::2492

:,...., I.-' S: MT. Root _Laye._.D.4_Each 1/4" gfjLe-d-D-ea_ ._..-
MTr, RT, UT Completed Weld Repair Prior to and After Final P.W.H.T. I

}'O..i:J'I. •_AT... . ;Ii'-:-. After Welding is Comleted RemoveAll Stress Risers. i[

Heat..to -.5000F.,. Jlool_.fgr.-. _jipour..s._Th.en .S1oly-oi.L to. RaQom.-em perat rJ
After Initial NDT We3ld Repair Area to Be P.W.H,T._11L00/LiI0 rIIn_.
Thickness In Accordance with Specification Procedure. _

Lr.••t .Tr,• ) ' FT7.I
I-.--- ~'....
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THE hAnflCOCK & WILCOX *COMPANY

BARBERION, OHIO
CONTRAC

T 
U0 -__610-0144____

srECIFICATICO.4 NO. -____50_

-jP' OF PrOCEDURE A~iD/OR OPERATOR QUALiFICAT:Ofl TEST-QC 2 tA4- I ee

AME (VE A SM E X,j,.±. P'PE SIN .;,E OASS T E.

Li ~CC~ ~ C7FO% I LI Sect. IX FIX~ l I] L
t!yulMetal. Arc - l-at Horizontal I 2 IN. Li J z.

-3i-0 C- T (P-12B) __

at ":"s00  -115~00F ... ______

60AN* j ORCZs PRE EA IEA~ AU EI P E P S TE P R T R i. , EK a tz a ite Jones
P I AZ, L j T I, IO!G~j A.j C~pO, VGN686 630

-. ~ ~ POLARITY 
A

U r((C.. t~ F. 3/32. 1/, ý1/32 EL E ;.1C .. TR~LS(O IP MIE rEIL. Fp

Olt ci 'FLý C 2.iA . N. A N. A -C
ZU 1 iihg 4A'.0 VSQA INSPECTION

;.,!ETFZ PAPTIC&. zuidu Vc-h~j ~ i ROQRP ia Z~ LTiASOt,4FC I

AT - '!in-al Fur4'ace -A Cc.tbAabe I..
F-4or or ___ __ __ __ ___ __ ___n___ __ __ __ __

Sidefor gro-ve cc fi7acrat:r an Valid for P-12B Material.A

C~EEPCAL AN~ALYSIS - 1
L I I Ch C U-1 P S S1 ni -41 ma3 rf CU CS Co -

i ...... r ....

I F
--F

F V

I I I
I~ ..- A J I I I I I I 1I 1

RELL:EO SECTIZN TENSILE (TR;NSiE:,SE TO f.ELO) ________

talcialf.4 &MC ___________[ SA SO. FM. ULTIMATE LOAD LOSS U~Co ~ PACT.4R L.CCA

1-75- -- d.bo .. - 2p - ;t.: ______I k~us e Mi-taIV

_______1 1-c75___ 5_____00-_ 0L27 } Base tiletail

U~hl TEST

_____________ ______________ALL VELG PETAL 'EHILý;E1

FPECFI-St N,3. DIAMETER. FM. AREA 50. FN. YIELD POIN~T PSI TEN4SILE STP. PSI fLOG SINF 2 4974

TYPE Ci.!Rpf -. *. FPACT TEST AT + 10 OF tJ)FT. LRS. ENEAPSY LOAD_____________
A VT. t..4

r t op bq(6 V.. T~.~s

ANP IICi.i,? 1%. AC,*tACE 011T. IH SP zA ITV~ I 4~ %

T.14 Cr \'* IATC E

MN.R IrOT RECUIflCD N.A. iht): £r

.- , ~**.: / :..-7
OAUjCOCIK A *ILCOX
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Page 2 of -

Same as other member
Half of Ist Layer
removed by grindi:n

ist Layer of
buttering 1i/" t4:i::

HALF BEA ?TEA:? ::::::~u:

Position of Welding - Flat and Horizontal

First T.raer of Butterinr
Ele:r-'ie - 3,32' dia. E-3015 (B&I.W)
Weld-n.G Current and Polarity - 85-110 Amps., D.C.R.P.
Welding Voltage - 20-24 Volts
First Layer was 1/8" thick
One-half (1/16") of this was removed by grinding.

Secoond Taver of R..tterinq
El-ae - i, dia. 0-8015 (B&W'
Welding Current and Polarity - 130-150 Am-ps., D.C.R.P.
Welding Volcae - 20-25 Volts

O roo-,' 1.:- !d

-6. %.A" -d a. E-8015 (M&W) and i'14" dia. r-l01. (rCO)
Wceld!nir, Current and Folarity - 150-170 Amps. & 325-425 Amps. respective2y "
Weldinr. Vol-6a.e - 20-26 Volts

P.Q. -C'

b Date 22-17-70 MTV-I-,1 C'
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S50 12143-3

QUALITY CONTROL
INSPECTION

PAOCOD( & WILCOX POWER GENERATION DIVISION BARB'PTON. OHIO

NCTfL: Is TAMPf colv.3-

. ...... . ...........A 7 \.~ ' ( ~

H-77 ._ . ý -7
•.,•maT'-H C. ,•"--

M,-, 1-. m. AT- ... 1
LN--F CT,, • L • IIhT I•( • .. ;_i;.d,

L.UALL', 5PA-,.D
IN'•P C.3C 4 4oPpFT'.

* Or~Lr~ ~It. 5it ,

v -- ! A

3' I

'h 1- ", ZN.2'4 1/4"

Y:. I .•2I4 "" I" •

T- I-. , i ,.

S ;/ e-% 4 I

Va.. t" L - .

-I/ ,

it"s~ N@T
t~. 'ACM404LIDL 140J

inwvN lIks *. "

VWW_" - t W" A( -' .. .
,.* ,

I I •

10 Cr Z " 4-. . : Z5/N ,;-144-

Lowie± HI-4E^ 5Q6A'

-USTI q VVE STI -uG iC' "U H. Z
* uoJt. I , " .c.' COLb F," •U* Or Lwwu Hr-.t

To Lc.--"• , -
5 w~c.-rK•- 2:

J081 - W o. NO. . .** -•; M A: 3
BY GA : - .. T

DATE '7-%-
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COLLATION OF ULTRASONIC

TEST RESULTS WITH FABRICATION

HISTORY DRAWING 12071 SHEETS

1 THRU 4 INCLUSIVE
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THE BABCOCK & WILCOX COMPANY
POWER GENERATION DIVISION
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FIG. 3 •6'
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MK. 5

4(a) 4(b)

Fig. 4- wo .views of a sanpie removed frm radi-o graphic Statlcn
.. .... " " .... . "- .- - . X 2
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MK. 5 MK. 5

5(a) 5(b)

Fig. 5 TWo.additional samples removed from radiographic station
14-15. Note the beat affected zone caused by the arc-air
electrode during sample removal. X2-

SC-98
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MK. 5

Aza removed from radiographic station.15&LG Note
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F

.1-

Fig. 7 (Xii) Showing non-fusion at boundary ofif l
metal arc deposit and submerged arc&%eld.
Ra...lograpic staton*:16.

JUNE 1992
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• . '.P,• o • • I' " "°- . "

Typical structure of submerged arc weld metal.
Radiographic station 15-16.

Fig. 8a (X300)

'F

- .- . ;...

Fig. 8b (X300) Structure of submerged arc weld adjacent to

non-fusion a'ea. Radiographic station
15-16.

JUNE 1992
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