P

I'd .- @ - » - v - .
' N . - . LT s » o o
- it s e o & [ NIC NS ISR S Y CRE e~ SR UINIIG JPYRE SN SIS L I Y. YL M S

UNITED STATES
NUCLEAR REGULATORY COMMISSION
REGION 11 ;
101 MARIETTA ST., N.W,, SUITE 3100
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SUMMARY
Inspection on September‘11-14, 1979
Areas Inspected

This routine, unannounced inspection involved 56 inspector-hours onsite in the

' areas of inservice inspection program procedures, records and work (Unit 3);
maintenance and modification welding and nondestructive examination programs
(Units 1, 2, and 3); core spray piping replacement (Unit 3).

Results

o

| Of the three areas inspected, no apparent items of noncompliance or deviations
were identified.
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DETAILS

. 1. Persons Contacted
Licensee Employees

*J. L. Harness, Assistant Plant Superintendent

G. T. Jones, Outage Director .

D. Jent, Assistant Outage Director ‘
#*R. Cole, QA Coordinator, Office of Power
#*D. E. Harvey, ISI Coordinator

S. Linginfelter, QA Engineer

T. L. Hale, ISI Coordinator

Other licensee employees contacted included four technicians.
: NRC Resident Inspector
*R. F. Sullivan
*Attended exit interview.
2. Exit Interview
The inspection scope and findings were summarized on September 14, 1979

/,, with those persons indicated in Paragraph 1 above. No items of concern
' were addressed.

3. “iicensee Action on Previous Inspection Findings
Not inspected.
4. Unresolved Items
Unresolved items were not identified during this inspection.
5. Independent Inspection
A. Storm Preparations
On Wednesday, Septemﬁer 12, 1979, the inspectors observed the licensee
preparation of the site for the possible high winds and rain expected
from the passage of hurricane or tropical storm Frederick. Activities

observed included inspection and lashing down of materials stored
outdoors; picking up of loose materials; and securing of crane booms.
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Core Spray Piping Inspection (Unit 3)

The inspector selected five of the replacement core spray piping welds
which had been ultrasonically examined for a base line inspection and
reviewed the test data and evaluations. The welds inspected were as
follows: '

(1) Weld TSCS-3-409
Report R-005
Calibration No. C-001

(2) Weld TSCS-3-408
: Report R-006
Calibration No. C-001

(3) Weld TSCS-3-425
Report R-007
Calibration No. C-001

(4) Weld TSCS-3-404
Report R-008
Calibration No. C-001

(5) Weld TSCS-3-402
Report R-001
Calibration No. C-001

There were no items of noncompliance or deviations in this area of inspec-
tion.

Welding

The inspector reviewed the licensees program for the control of welding -
activities during maintenance and modification operations involving safety
related systems. ‘ : ~

The welding procedures used by the licensee are contained in DPM N 73M2
consisting of the TVA OEDC General Procedures G-29M, G-29C and G-29E which
have been approved for use at the operating plants by the Chief of the
Nuclear Generation Branch and the Chief of the Power Plant Maintenance
Branch. ’

The inspector reviewed the following sp8cific welding procedures contained
in DPM N 73M2 for conformance with ASME SéctionvIX requirements:

GT-SM11-0-3 ) -

GT-SM18-0-1
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6T-9M88-0-1B
6T-11-01A
§i3}1-B-3

ihe licensees weldipg material coptrol system is coptaimed in Modification/
Addition Instruction (MAI) 12 "Qutage Tool Room Brocedure' in the section
concerning welding matérials, ' T
For modification/addition operations the weldipg and filler material
control requirements are implementéd by work plans ‘generated in accordance
yith the licensee!s standard practice procédure BFA 28, “Plant Modifcations
and Work Plants", while ‘for maintenance operatiops involving welding of
safety related structures ‘or components the requirepents are impléiented by
mechanical maintanence instructions. The inspector reviewed the'folloying

SR LY Py

plans and insfructions:
Work Plap 7747 - "MSRV Tail Pigce Addition - Prefabrication!
Work Elan 7723 1 "Core §pray Lime Replacement"

Mechanical Maintenance Instruction 8Q - !Welding Bonpet Lip on all Recir-
culation Pump Suction and Discharge Valyes" T ‘ '

The inspector visually ipspected and reviewed the welding documentation ‘for

the folloying welds'which had been Compléted ‘in accordance with WP 7747 and
e sogroute velds which & completed 'in accordance with WE |

Weld Number System
T808-3-425 Core Spray
RV Corg Spray
3ATP20 | MSRY
a2l MSRY

The welder gnalification records for the personnel involved with the four
weld joints vere reviewed for Compliarice with ASME Code Section JX require-
ments. - g . IR 20 K 3 o TTR P et
N /..’2 -
There were no items of noncompliance ox deviations idemtified during this

Phiage of the”jnspection;

«

Nopdestructive Examination (NDE) -

An inspection was made of the licensee's program for nondestryctive examinar

¥

" tion"of elds associated with maintenance and madification ‘activities.
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The inspector reviewed the following NDE procedures for technical adequacy
and compliance with licensee commitments and regulatory requirements: .

(a) Nuclear Penetrant Testing ~ Procedure BF-PT-1

(b) Specification for Dry Magetnetic Particle Examination - Prod and Yoke
Methods

(c) Process Specification for Radiograpﬁic Examination ASME Code =-Section
IIT and Applicable Subsections (Industrial Labortories Inc.,
Chattanooga, Tennessee)

(d) DPM N73M2 Sections 3.M.5.1 and 3.C.5.2 - Visual Inspection Procedure

The inspector reviewed the certification status of Level I, II and III
personnel in the various NDE disciplines and the licensees method of
maintaining the certifications for these inspector.

Welding inspection records for the weld‘joints listed in paragraph 6 above
were examined to verify the implementation of the NDE procedures.

There were no items of noncompliance or deviations in this area of inspec-
tions.

Inservice Inspection - Review of Program (Unit 3)

Tennessee Valley Authority (TVA) has contracted with Lambert, MacGill and.
Thomas, Inc. (IMT) to perform and document the inservice inspections
(ISI). 1ISI is being performed in accordance with the ASME Boiler and
Pressure Vessel Code Section XI, 1974 edition plus addenda through Summer
1975. TVA has developed the ISI program, QA requirements and procedures to
control and document inspections. These documents include the Operations °
QA Manual; TVA Browns Ferry Nuclear Plant Surveillance Instruction 4.6.G,
"Preservice Baseline Inspection and Inservice Inspection Program, Unit 3"
Procedure N-AI-1, Rev. 1, "Duties of the Authorized TVA Inspector, TVA
Nuclear Plants"; procedure N-UT-1, Rev. 1, "Ultrasonic Examination of
Nuclear Coolant System Piping"; procedyre N-MT-1, Rev. 0, "Dry Magnetic
Particle Examination - Prod and Yoke Methods"; procedure BF-PT-1, Rev. 0,
"Nuclear Penetrant Testing"; and audit checklist for audit no. " OPQAA-BF-
79-SP-04. The inspector reviewed these documents to determine whether
appropriate procedures/instructions were provided and requirements were
being met in the following areas: 1licensee approvals; QA organization;
general QA requirements such as specification of quality requirements,
control of program deviations, quality-“documentation and identification of
components/systems covered by the program; establishment and control of
work procedures to insure control of inspections; control of corrective
action; document control; control of examination equipment; quality
records; qualification of personnel; scope of the inspection such as areas
to be examined, examination category, method and extent of examination and
exemptions; and inspection intervals.
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10.

No items of noncompliance or deviations were identified.
Inservice Inspection - Review of Procedures (Unit 3)

The applicable Code is identified in paragraph 8. The ‘inspector reviewed
ISI inspection procedures in detail for conformance to NRC and Code require-
ments. The procedures reveiwed were N-UT-1, Rev. 1, "Ultrasonic Examination
of Nuclear Coolant System Piping'"; BF-PT-1, Rev. 0, "Nuclear Penetrant
Testing"; and N-MT-1, Rev. 0, "Dry Magnetic Particle Examination - Prod
and Yoke Methods". The procedures were reviewed in the areas of procedure
approvals; personnel qualification requirements; procedure scope; require-
ments for records such as results, data sheets, equipment data, calibration
data sheets, calibration blocks, penetrant material, and couplant material;
and technical requirements for ultrasonic testing (UT) (type of apparatus,
equipment calibration, extent of coverage, test calibration, size and
frequency of search units, beam angles, DAC curves, reference level,
scanning level, method of demonstrating penetration and recording and
evaluation of indications), liquid penetrant test (PT) (type of material
analysis of materials, surface preparation, temperature requirements,
methods of application and removal of materials, time intervals evaluation
of indications and procedure qualification requirements) and magnetic
particle test (MT) (requirement for continuous current, dry particle
requirements, inspection technique, prod spacing, amperage for the prod
method, yoke pole spacing, yoke lifting power requirements and evaluation
of indications).

No items of noncompliance or deviations were identified.
Inservice Inspection - Observation of Work and Work Activities (Unit 3)

The applicable Code is identified in paragraph 8. The inspector observed
inspection activities to determine if NRC and procedural requirements were
being met. The inspector observed portions of L-wave and 45 degree shear
wave UT of Main Steam System Weld No. GMS-3-17, portions of MT of reactor
vessel stud no. 25 and PT inspection of Reactor Water Cleanup System
support Weld No. RWC-3-H1. The ISI program was being followed, personnel
were properly qualified, procedures were available, personnel were familiar
with equipment and methods being employed, results were appropriately
recorded and procedure technical attributes were being followed for each of
the types of inspection.

No items of noncompliance or deviations were identified.
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