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Inspection Summary: Inspection from June 20 to June 24, 1994 (Report No. 50-286/94-15).  

Areas Inspected: This was a routine announced inspection to review the quality assurance 

and technical services audits for Indian Point 3's nondestructive examination (NDE) program 

and its implementation to ensure that this program meets the applicable American Society of 

Mechanical Engineers (ASME) Code, and regulatory requirements.  

Results: The NRC inspector verified that the licensee has initiated a comprehensive review 

of radiographic film stored at Iron Mountain; the archival depository for required records of 

IP3. The licensee's review revealed that eight sets of radiographs for the Vaco filter 

installation on the residual heat removal (RHR) system were missing from the archival 

storage and were not found anywhere in the plant. Although the licensee took corrective 

action by reshooting the welds, the inspector is concerned with the extent of the problem in 

the plant and the length of time the plant was operated in this condition.
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Although IP3 demonstrated, through an acceptable calculation, that the flaws are not 

expected to grow in dimension that would be unacceptable under criteria of the ASME Code, 

Section XI IWB-3641, the NRC is concerned about the period of time that the licensee 

operated the plant under these conditions without justification.  

The inspector is also concerned about the lack of a self-contained design package outlining 

the design and installation of the Vaco filter Modification No. 78-03-022. This indicates the 

utility has deficiencies in configuration management.



DETAILS

1.0 PURPOSE 

The purpose of this inspection was to review the quality assurance and technical services 

audits for Indian Point 3's nondestructive examination (NDE) program and its 

implementation, to ensure that this program meets the applicable American Society of 

Mechanical Engineers (ASME) Code regulatory requirements.  

2.0 BACKGROUND 

In the past, the NRC found several deficiencies, at FitzPatrick Nuclear Power Plant, in 

radiographic film quality and techniques outside ANSI B31.1 Code requirements. As a result 

of these findings, the licensee has initiated a radiographic film inventory and quality check on 

records at Indian Point 3 (IP3). This audit has been performed by IP3's quality assurance 

(QA) department through a comprehensive review of post-construction Category 1 

radiographs on a system-by-system basis.  

3.0 RADIOGRAPHIC FILM REVIEW 

The licensee has initiated a comprehensive review of radiographic film stored in archival 

storage at Iron Mountain. The NRC inspector interviewed the licensee's project team to find 

that, after searching all the New York Power Authority (NYPA) files at Iron Mountain, the 

team inventoried 829 post-construction radiographs for IP3. The breakdown of film is as 

follows: Field welds (welded at Indian Point 3) amount to 463, and vendor welds amount to 

366. The licensee planned to reclassify all 463 field welds. Each radiograph interpretation 

sheet is being reviewed by the licensee, following an established criteria.  

The inspector observed some activities of the licensee's review of radiographic film, and 

noted that each weld is being reviewed by an independent interpreter and a NYPA NDE 

Level I engineer. The inspector noted that the licensee's review focused on technical film 

quality Code requirements and weld acceptance to Code requirements. The inspector 

verified that the licensee made sufficient arrangements to ensure that all 463 radiograph 

welds are being repackaged and appropriately identified. For example, radiographs are being 

filed in an organized fashion by line, weld, modification, work request number, including the 

component and date of radiographs. The licensee added that all discrepancies (i.e., 

unacceptable welds or film quality) are being documented on deficiency event reports 

(DERs).  

The NRC inspector inquired about the planned schedule for the review of these 463 

radiographs. The licensee stated that it anticipated that by utilizing two film interpreters 

(four support staff personnel and one NYPA NDE Level III engineer), the task can be 

completed in approximately twenty-five working days.  

The first sampling of film was taken from the ,1978 modification performed on the residual 

heat removal (RHR) system identified as: No. 78-03-022.



4.0 REVIEW OF RADIOGRAPHS FOR MODIFICATION NO. 78-03-022 

The inspector independently verified that the welds requiring volumetric examination by 

radiography were identified and radiographed, and the radiographs interpreted. For this 

1978 modification, the welds that required radiographs amounted to forty (40) field welds.  

Initially, the licensee determined that fourteen (14) out of the forty (40) welds shown on the 

isometric did not have radiographs. To resolve this finding, the licensee's quality services 

and technical services (through the search of documentation and by performing walkdowns) 

determined that three of the fourteen were deleted by an engineering change request from the 

modification, leaving a total of eleven (11) welds that were reshot, eight welds that were 

reshot for not having original RTs, and three for having an unacceptable original 

radiographs. This was independently verified by the inspector and the responsible engineer 

through a thorough review of the design sketches and the flow diagrams that shown the line 

classification and designation, obtained from the plant specific design specifications. The 

result of the inspector's independent verification is summarized in Table No. 94-15-01, 
shown below.



TABLE 94-15-01 
MOD 78-03-022 RHR 1978

-ORIGINAL ACCEYT RE-SHOT ACCEPT 

WELD NO. DWG NO. LINE NO. PIPE RT(YN) .YN REQUIRD YIN 

BWF-RHR-I M-RHR .SK-002 190 3. Yeet No Yee Yes 

-2 M-RHR-SK-002 190 3" eleted per ECN RHR-016 

-3 M-RHR-SK-02 190 3- Yes Yes No 

-4 M-RHR-SK-002 190 3" Yce Yes No 

-5 M-RHR-SK02 190 3" Yes Yes No 

-6 M-RHR-SK-002 190 3- Yes Ye No 

-7 M-RHR-SK-002 190 3" Yes Ye No 

-8 M-RHR-SK-002 190 .3! Delayed per ECN-RHR-16 

-9 M-RHR-SK-002 190 3" Yes Yes No 

-10 M-RHR-SK-02 190 3" Yes Yes No 

-11 M-RHR- SK-02 190 3" Yes Yes No 

-12 M-RHRSK02" 190 3" Class III No RT requicred 

-13 M-RHR-SK-003 3055 3" No . Yes Partial 

-14 M-RHR-SK-003 3055 3" Yes Yes No 

-15 M-RHR-SK-0D3 3055 3" Yes Yes No 

-16 M-RHR-SK-003 3055 3" Yes Yes No 

-17 M-RHR-SK-O03 3055 3" YeS Yes No 

-18 M-RHR-SK-003 3055 3" Yes Yes No 

-19 M-RHR-SK-003 3055 3" Yes Yes No 

-20 M-RHR-SK-003 3055 3" Class III No RT requid 

-21 M-RHR-SK-053 3057 3" Yes Yes No 

-22 M-RHR-SK-03 3057 3" Yes Yes No 

-23 M-RHR-SK-003 3057 3" Yes Yes No 

-24 M-RHR-SK-003 3057 3" Yes Yes No 

-25 M-R-R-SK-003 3057 3" Ye Yes No 

-26 M-RHR-SK-103 3057 3 Class IlI No RT requited 

-27 M-RHR-SK-003 3055 3" Yes Yes No 

-28 M-RHR-S K-03 3055 3" Yes Yes No 

-29 M-RIR-SK-004 197 3" -No - yes Yes 

-30 M-RHR-SK-004 197 3" No - Yes Yes



TABLE 94-15-01 
MOD 78-03-022 RHR 1978

ORIGINAL ACCEPT RE-SHOT. ACCEPT 

WELD NO. DWG NO. LINE NO. PIPE RT (Y/N) Y/N REQUIRED YIN 

BWF-RHR-31 M-RHR-SK-004 197 3" No - Yes Yes 

-32 M-RHR-SK-004 197 3" weld deleted verified by field walkdown 

-33 M-RHR-SK-003 161 3" No Yes No 

-34 M-RHR-SK-003 161 3" No Yes No 

-35 M-RHR-SK-003 205 3" Yes. No Yes No 

-36 M-RHR-SK-003 205 3" Yes. Yes Yes No 

-37 M-RHR-SK-004 40 3" No Yes Yes 

-38 M-RHR-SK-004 40 3" No - Yes Yes 

-39 M-RHR-SK-002 190 3" Not required per design spec 

-40 M-RHR-SK-002 190 3" Not required per design spec 

The licensee kept the inspector informed on the progress of the radiography reviewed for 

Modification No. 78-03-022, with the following detail. Upon reshooting these 11 welds, the.  
licensee found that RHR Field Weld Nos. RHR-BWF-33, 34, 35 and 36 radiographs 

indicated unacceptable root passes and RHR-BWF-13 inconclusive. For Field Weld Nos.  

RHR-BWF-35 and -36, the licensee prepared a Deviation Event Report No. DER 94-451.  

5.0 REVIEW OF DEVIATION EVENT REPORT (NO. DER 94-451) DISPOSITION 

Field Welds Nos. RHR-BWF-35 and 36 were reshot and interpreted; these new radiographs 

revealed unacceptable root passes resultant from a lack of penetration. The two confirmed 

defective welds are located between the refueling water storage tank (RWST) supply piping 

to the RHR and safety injection (SI) pumps.  

6.0 REVIEW OF OPERABILITY DETERMINATION 

The new RT results confirmed that the indications at these welds (BWFs -35 and -36) are 

surface circumferential flaws, resulting from lack of penetration. Further confirmation was 

provided by the ultrasonic examination (UT) performed by the licensee. The results of the 

UT inspection indicate that there are two flaws in Welds BWF -35 and BWF -36. Based on 

the results from the RT interpretation and confirmatory UTs, the licensee has performed 

Calculation No. NYPA-41Q-301 to evaluate the subject flaws.  

The inspector independently verified that, in the licensee Calculation No. NYPA-41Q-301, 

the flaws were evaluated to the requirements of ASME Section XI, Table IWB-3641-1 (1989



Edition). Evaluation performed to this Edition is permitted even through the committed 

Edition of Section XI for ISI is the 1983 Edition. Furthermore, the flaw evaluation 

procedures of IWB-3640 were not present in the 1983 Edition of Section XI. The inspector 

verified that Calculation NYPA-41Q-301 met the requirement established in the 1989 

Section XI, Subsection IWB-3641. The numerical values representing the geometric 

configuration of the piping, material properties, operating conditions, including the maximum 

stresses in the line under normal and upset conditions, were properly used in the analysis.  

These values were substituted in the equations, and they were properly interpolated into 

Table IWB-3641-1 of 1989 ASME Section XI. These results revealed that the reported flaws 

were acceptable in accordance with IWB-3641 criteria. Therefore, the operability of the 

plant was not limited by these flaws prior to their detection.  

Although the flaws are considered to be fabrication defects with no active growth 

mechanism, a flaw growth evaluation was performed, which assumed an intergranular stress 

corrosion cracking (IGSCC) mechanism is present under pressurized water reactor (PWR) 

chemistry conditions.  

The flaw growth calculation demonstrated that the observed flaws would not grow to a depth 
which would be unacceptable under the criteria of IWB-3641 in less than 2 1/2 years of 

normal operation. Continued operation with the observed flaws is, therefore, justified 

without repair for the next operating cycle.  

In regard to Field Welds RHR-BWF-33 and -34, the licensee is in the process of evaluating 

their operability based on the size of the flaws. Finally, the inconclusive RT corresponding 

to Field Weld No. BWF-RHR-13, was partially accepted pending the decontamination of shot 

3-4 film review.  

7.0 CONCLUSIONS 

During an NRC inspection conducted on June 20-24, 1994, possible violations of NRC 

requirements were identified as listed below: 

A. 10 CFR 50.71 (c) requires certain records be retained for a period specified by the 

appropriate regulation, license condition, or technical specifications. If a retention 

period is not otherwise specified, these records must be retained until the Commission 

terminates the facility license. In addition, Part 50, Appendix B, Criteria XVII, states 

that quality assurance at a nuclear power plant shall establish requirements concerning 

record retention, such as duration, location, and assigned responsibility.  

NYPA Technical Specification, Section 6.10.2, "Record Retention" states, in part (g), 

that records of inservice inspections performed pursuant to these Technical 

Specifications shall be retained for the duration of the facility operating license. More 

specifically, NYPA Quality Assurance Procedure No. NDEP 9.3, titled,



"Requirements for Radiographic Examination," states, in part, that radiographs and 

related documents which are considered lifetime quality assurance records, require 

storage in proper facilities.  

Contrary to the above, on May 31, 1994, a review of the radiographs for the Vaco 

filter installation on the residual heat removal (RHR) system, filed in the licensee 

archive storage facility revealed that radiographs for eight (8) welds were not retained 

or were missing from the archival storage. These missing radiographs correspond to 

Welds BWF-RHR-13, 29, 30, 31, 33, 34, 37, and 38.  

B. In accordance with Indian Point 3 Final Safety Analysis Report, Revision 0, dated 

July 1982, Paragraph 16.1.4, the allowable stress or rated load criteria for 

safety-related piping are contained in Power Piping Code ANSI B31.1 (1967).  

ANSI B31.1 1967 through 1969 Winter Addenda requires conformance with the 

requirements of the 1986 Edition of ANSI B3 1.1. ANSI B31.1, 1986 Edition, 

Paragraph 136.4.5 (A. 1), states that welds that are shown to contain any zone of 

incomplete fusion are unacceptable.  

The licensee's quality assurance nondestructive examination Procedure No. NDEP 

9.3, Revision 3, Addendum No. 5.8, Revision 0, dated March 24, 1994, entitled 
"Acceptance Standards for ANSI B31.1 1967 through 1969 Winter Addenda" 

established radiographic acceptance standards for ANSI B3 1.1. The procedure states, 

in part, that welds that are shown by radiography to have any type of crack or zone 

of incomplete fusion or penetration are unacceptable.  

Contrary to the above, on May 26, new RT results confirmed that the indications at 

Welds BWF-35 and -36 were circumferential flaws, resulting from lack of 

penetration. Further confirmation was provided by the ultrasonic examination (UT) 

performed by the licensee. The results of the UT inspection indicate that there are 

two flaws in Weld BWF -35, and one on BWF-36.  

C. The licensee's Technical Specification, Section 6.10.2(a) and (j) states, in part, that 

records of any drawing changes reflecting facility design modifications made to 

systems and equipment described in the Final Safety Analysis Report (FSAR), and 

records of reviews performed for changes made to procedures or equipment or 

reviews of tests and experiments pursuant to 10 CFR 50.59 shall be retained for the 

duration of the facility operation license.  

IP3 FSAR Sections 17.2.3.5 and 17.2.3.6. states, in part, that design change 

information generated during plant modification activities are appropriately 

documented, collected, stored, and maintained in a systematic and controlled manner.



7.

Contrary to the above, on June 20, 1994, the licensee was unable to present a design 

package outlining the design and installation of the Vaco filter Modification No.  

78-03-022 in a systematic and controlled manner.  

The licensee was, at the time of this inspection, concluding a corrective action 

program to address the above problems. The NRC considers the adequacy of this 

program to be an unresolved issue (URI 286/94-015-01) pending its review, by the 

NRC, to assess the adequacy of the licensee's root cause analysis and corrective 
actions.  

8.0 EXIT MEETING 

The inspector met with licensee personnel (denoted in Attachment 1) at the conclusion of the 

inspection. The inspector summarized the inspection scope and the inspection findings at that 

time. Licensee personnel present at the exit meeting acknowledged the inspection findings.

Attachment: Persons Contacted



ATTACHMENT 1 

Persons Contacted 

New York Power Authority (NYPA) 

* C. Bristol, Maintenance Engineer 
* S. Davis, QA Supervisor 
* J. DeRoy, General Manager 
* J. DiChiara, Central Planning Manager 
* R. Dolansky, Nuclear Maintenance ISI 
* D. Frangu, Sr. QA Engineer 
* N. Heuberger, Maintenance Manager 
* L. Hill, Resident Manager 
* N. Nilsen, Construction Service Manager 

D. O'Brien, Technical Licensing Coordinator 
* K. Peters, Acting Lic. Manager 
* R. Schimpf, Technical Services Manager 
* J. Schivera, Configuration Manager 
* R. Schmit, QS Supervisor 

T. Vitale, Maintenance 

Personnel identified with an asterisk (*) were present at exit meeting held at the close of each 

inspection period.


