


of r.iﬁon.tai;nﬁént “Hners.

" tively exanined using the following procedures:

‘Nondestructive Exantnation of Liner Seam Welds

- a. For each .weai:&er- and: ﬁ_iefl'di‘-'ng; position '(ff_'léé_ﬁ._.__,_
lorizontal, and ovérhead), the first 10 feet of: ld,and
one spot (mot less than 12 inches- in iength). in:each: addi-
tional 50 foot increment of weld (weld teéft:'-i.;-_tix__i_ifﬁ):':=_:?q_ . taction o
::Ehgpgoﬁ -should be exatifned radlog "__"'_"_'gh:i_fc‘a_}l'lyr in ,ccordancg |
with the techniques prescribed in Section: chftha ASHE |
Boiler and Pressure Vessel Code (ASME B&PV- Lode)-Non éa.'_'l':_fi_:_"‘éti'iré
Examdnation. In any case, a minimum .of 2 petcgm iof al 1incr

geam welds should be examined: by radfography.

feasible or where. the weld is 1gcated in- areaswhi

not:be accessible dfter construction, the ‘éntire:: ;'gnigl'iﬁh'z of.




weld should be examined by the magnetic:
by the ultrasonic method in accordance
prescribed in Section V of the ASME B&PV ‘Code,

exanipation methods.

411 liner seam welds should be tested for leaktighrneasin
accordance with the following method (or:dtﬁ{iﬁgﬁ#ﬁbﬂbwa

equivalent sensitivity):

Immediately preceding the test, a soap ..ﬁolfgfx'_:,:}i’;on (or
other appropriate solution) shéuld be-app ied to ‘the:
weld. A vacuum box containing a viewing window should-
be placed over the area to be tested and evacuatéd to
produce at least a 5 psi differential with the-atmo~
spheric pressure. Leaks in welds 1f present, should.

be detected by formatfon of bubbles. The solition-used

for the test should have bubble formation pri

adequate for fdentification of leaks. The test @oluti

should be checked every hour, with a:eui
to verify the:bubble formation property of ‘the 801“‘: 2

used.’

d. Mhere leak. chase system cﬁmnél'ii-'irﬂ&,-1;_1_8’_-.&_11’?1_51.‘6.&--?"6;’”_ r14n
welds, chanmel-to-liner-plate welds: should:be tested for

lesk tightness by pressurization: of the .channels: to.
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¢hannel test présaure:gccute within

by thé tést gauge, the channel-to-1ine

&, All.weldﬁ becﬁeen-pgne:matign=ngdfrgiu£9:'”“
tioo and liner, penetration .and flued fitt
refnforcing platé and liner, penétration:ieiﬁ“q:ctqg@piﬂﬁ“
frames for airlocks and access openings, should:be fully
examined in accordaﬂcefwith.examinaﬁionfﬂgfﬁodgrof’NE-SlZd.qf‘:
Section III of the ASME B&PV Code employing the techniques:

prescribed in Section V of the ASME B&PV Code.

All welds between flued fittings and pipe lines should be
fully radiographed in accordance with the techniques prescribi

in Section V of the ASME B&PV Code.

All welds fn bellows type expansion joints-provided in-
penetration asstmblies-or.apputtgnancea-to-thé.ébﬁfhihjént-
vessel ghould be magnetic parcicle or Iiﬁgtdﬂpéﬂittﬁﬁt&géﬁftal
wiien a nonuagnetic weld is uséd, in:accotdnnééiﬁith-ihé'
techniques prescribed in Section V of ASME B&PV Code for

such: exasiination methods.




“The ‘qualifications of welders and velding:procedure

in accordance with Section IX, "Welding Qualifications;" of

Metdastructive exasination should be performed:t

designated by the licensée or his agent and qugi_-‘i-i-’-ﬂ?& in accor-

dsnece with the provisions of Section V of the :ASME; B&PV--Code.

¢ction of Spots for Radiographic. Examination
The spots in liner seam: welds to be rad-i'og'r@h-ic'a-uys- exardned -
shoild be randomly selected but no two spots in adjacent weld
taot units should be closer than 10 feet and their location

should be recorded.

All exsminations should be performed as soon as practicable after .

the linesl ineresent of weld to be examined is completed.

-accordince with the refersnced standards of NE-5120 of
Section 1II of the ASME  B&PV Code, the entire weld test

unit repressnted by this spot ‘radiograph ig acceptable.




-standards referenced for such -examination methods 1 N

of Sectfon I of the ASME B&PV'Code.

. Soap Bubble Lesk Tests.of Gontafmment:Liner Velds

Liner welds &rE-iéééﬁtéﬁlemprqﬁﬁdéavndr1&ik§”

by soap bhubble tests Gq:vby-other~methddslofléquiViléﬁt

gensfitivity).

d. Penetration, Atrlock and Access Opening Welds

Penetration, airlock, and access opening welds are acceptable

provided the examinations are acceptable by -:hé-'ﬁe?‘:f-_éﬁilﬁc'éﬂ-

standard of NE-5120 of Section III of the ASME B&PV:Code.
Welds: in bellows type expansion joints are scceptable 1f the

eqraninations meet the acceptance stnndérdb-refétgntng:or

magnetic particle and liquid penetrant methods in NE-=5120

of Section III.

‘When a radiogxaphed BpoL fa1131to wmeet: the specified accep—

tance standards, two additional spots should be radfograph=

tcally examined in the same weld test unit at locations-at

19.6




nitiou -of -thwe

.one . foot remved (on esch’ side) from: the original lpot. '

_;:1onal spots shnuld be daternined

by ﬂm uuhur ua:lng thc ‘same procedure follond 1n t.he

ceie:t;wm-adf‘ the original spot for: exminatipﬁni--_@nd.“the

actions:

emﬂmtinn -remlm.. .uhoulﬂf-"é\a.temi;ne- tﬁe following c'orrecﬁ'ive-

(1} 1If the two additional spots examined meet the specified '

(2).

accaptance nt'an&arda, the entire weld unit represented

| by the three spot radiographs is acceptable. However,

the defective welding disclosed by the first of the

three radfographs should be repaired by welding.

If efther of the two additional spots examined fails to

neet the speciffad acceptance standards, the entire:-wald

test unft is not accaptable. The entire unaccepted weld

should be removed and thie joint should be rewelded or,

aptiouﬂy. thn entiu weld unit may be cowlo:aly

radiognphad and: dofcctive welding only nud be. repaired.

Bepair welding should be performed using a qualified

procedure as specified under-Section C.3 of this guide.

The weld repaired aress in each veld test unit shoiild be

B_ﬁét :a(fiographad at one selected Location to mast the

ucq:tmecritetn ipeci-‘fie‘d in Sections 7a. or 8a. (1)

of this guide.
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. Containment Liner Seam Welds Examined by Magnet*

B .

Wher a weld which has beern :xamined does not cemply wit

the specified acceptance standards, the weld -should be:. -
repaired and reexamined in accordance with the provisioens

cf Seetion III of the ASME B&PV Code.

¢. Scap Bubble Tests of Containment Liner ngds
Welds judged unacceptable in accordance with the standards
of Section C.7.c of this guide should be repaired. Repair
welding should be performed using a qualified ppoceduré as:
specified under Section C.3. The weld repaired areas should
be reexamined by the same methods used previously, é,g.,
radiography, magnetic particle, etc., in conjunction with

scap bubble leakage retesting.

d. Pemnetration, Airlock and Access Opening Welds

oF

Welds judged unacceptable in accordance with Section C.7.d:.

of this guide should be repaired and reexamined.th:acéd_dl;

'

with the provisions of Section III of the ASME B&PV Code.

Records

Records of radiscgraphs and cther mondestructive exam?ﬁations
including those for repaired defective weidslghould:be;regaineﬁg:'
by the licensee in compliance with the prévisiﬁns.of;Séction-&V

Quality Assurance Records, Appendix B of 10 CFR Part 50.
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