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July 7, 1980

Mr. James P. O'Reilly, Director
Office of Inspection and Enforcement
U.S. Nuclear Regulatory Commission
Region II - Suite 3100
101 Marietta Street
Atlanta, Georgia 30303

Dear Mr. O'Reilly:

OFFICE OF INSPECTION AND ENFORCEMENT BULLETIN 80-08 - RII:JPO
50-259, -260, -296, -518, -519, -520, -521, -553, -554 -
BROWNS FERRY, HARTSVILLE, AND PHIPPS BEND NUCLEAR PLANTS

In response to your letter dated April 7, 1980, which transmitted
OIE Bulletin 80-08, we are enclosing the results of our investigations
for the Browns Ferry, Hartsville, and Phipps Bend Nuclear Plants.
If you have any questions concerning this subject, please call
Jim Domer at FTS 857-2014.

Very truly yours,

TENNESSEE VALLEY AUTHORITY
.

L. M. Mills, Manager
Nuclear Regulation and Safety

Enclosure
cc: Director, Division of Reactor (Enclosure)

Construction Inspection
U.S. Nuclear Regulatory Commission
Washington, DC 20555
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hp ENCLOSURE

RESPONSE TO NRC-0IE BULLETIN 60-08 -

DATED APRIL 7, 1980

BROWNS FERRY, HARTSVILLE, AND PHIPPS BEND NUCLEAR PLANIo

Browns Ferry Nuclear Plant (50-259, -260, -296)

There are two types of containment flued head penetrations installed at
Browns Ferry, as depicted in the attached sketch. The following is a
listing of these penetrations by type:

Type "A" Unit Type "B" Unit

.:-7A 1, 2, and 3 X-18 1, 2, and 3
X-7B 1, 2, and 3 X-19 1, 2, and 3
X-7C 1, 2, and 3 X-20 1, 2, and 3
X-7D 1, 2, and 3 X-21 1, 2, and 3
X-8 1, 2, and 3 X-22 1, 2, and 3
X-9A 1, 2, and 3 X-23 1, 2, and 3
X-9B 1, 2, and 3 X-24 1, 2, and 3
-X-10 1, 2, and 3 X-36 1, 2, and 3
X-ll 1, 2, and 3 X-41 2 and 3
X-12 1, 2, and 3 X-42 1, 2, and 3
X-13A 1, 2, and 3
X-13B 1, 2, and 3
X-14 1, 2, and 3
X-16A 1, 2, and 3
X-16B 1, 2, and 3.

X-17 1, 2, and 3

The following types "A" and "B" penetrations were completely assembled by
the contractor (Tube Turns): X-8, X-10, X-12, X-23A, X-13B, X-14
(units 1 and 2 only), X-16A, X-16B, X-17, X-20, X-21, X-22, X-36, X-41
(units 2 and 3 only), and X-42. All bellows assembly to flued head and
process pipe to flued head welds were radiographed and repaired in accordance
with the requirements of ASME Section III of the code by Tube Turns. No
backing rings were utilized in the fabrication of these joints. All bellows
assembly to prima g containment welds on these penetrations were installed,
radiographed and repaired in accordance with ASME Section III by TVA. No
backing rings were utilized on these joints.

,

The following types "A" and "B" penetrations were shipped from Tube Turns
disassembled; X-ll, X-14 (unit 3 only), X-18, X-19, X-20, and X-21. TVA
installed, radiographed, and repaired in accordance with the requirements
of ASME Section III, all the bellows assembly to primary containment, bellows

i
assembly to flued head, flued head to primary containment, and process line
to flued head welds. No backing rings were utilized on these joints.

The following type "A" penetrations were shipped to the job site disassembled:
X-7A, X-7B, X-7C, X-7D, and X-9B. The process pipe to flued head weld was,

' fabricated, radiographed, and repaired in accordance with ASME Section III
by M. W. Kellogg. The bellows assembly to flued head and bellows assembly |
to primary containment welds were installed, radiographed, and repaired in !
accordance with ASME Section III by TVA. None of the joints utilized backing i

!
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( rings. . No unusual repairs were made during the installation of the
penetrations. The penetrations utilized full-penetration, butt welds
in the carbon and stainless steel penetrations.

Hartsville/Phipps Bend Nuclear Plants (50-518, -519, -520, -521, -553, ~554)

The responses to items 1 through 3 of the subject ' bulletin are given below
for the Hartsville and Phipps Bend Nuclear Plants.

Response to Item 1

The only flued head welds made to date for these plants (but not installed)
are those made on flued heads between process and guard piping by AMETEK.
Other welds will be made by TVA with this type of configuration in making
attachments to the penetration sleeves as construction proceeds and will be
discussed in TVA responsibility for item 2.

Response to Item 2

2a. Agolicability of ASME Code and/or RG 1.19

Regulatory Guide 1.19 does not apply to Hartsville or Phipps Bend.
-The ASME code applicability for TVA and AMETEK is as follows:

AMETEK - ASME Code, Section III, Division 1, 1977. Edition with no addenda
TVA - ASME Section III, Division 1, 1974 Edition, Summer 1974 Addenda

2b. Type of Nondestructive Examinations Performed

AMETEli - Examinations made on the AMETEK welds include visual, PT,
and RT on all welds.

TVA - All TVA welds will be visually examined and TVA intends to perform
100 percent RT on this type of weld.

2c. Type of Weld Joints Utilized / Material Type

AMETEK - These weld joints are vee-groove with no backing bars. The
pipe material is SA106 GR B and SA155-KCF70 or equivalent,
ranging in diameters up to 46 inches.

TVA - TVA plans to use single vee-groove without backing bars on their
welds.

i
2d. Results of Construction NDE

AMETEK - Repairs have been made to some of the Class MC welds due to
defects detected by radiography. _ The defects rejected occurred
in two basic categories: " Excessive Slag Inclusions" and " Lack of
Fusion." The extent of repair due to such defects ranged in
length.from 1 inch in length to 24 inches within a weld of
119.4-inch circumference. The defects encountered varied in
nature from single, discreet defects to a series of single
defects, oriented in an end-to-end linear pattern along

+
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weld length. These type defects are not considered to be
unusual in the welding process.

TVA - To welds have been made to date in this category.

3. Justification for Not Performing Radiography

AMETEK - Not applicable.

TVA - Radiography will be performed as per the construction schedule
for these units.
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