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SUMMARY

Inspection on August 12-15, 1980

Areas Inspected

This routine unannounced inspection involved 28 inspector-hours onsite in the
areas of Preservice Inspection including data review and evaluation; followup

- of unresolved items 80-08-01 " Damaged Penetrameters", 80-08-02 " Inadequate
Certification of Visual Examiners", 80-08-04 " Branch Connector Welds Appear to

. be Unacceptable"; and magnetic particle examinations of safety related pipe
welds, and review of training / qualification program for visual examiners.

|
' Results

| Of the seven areas inspected, no items of noncompliance or deviations were
| identified in six areas; one item of noncompliance was found in one area
! (Infraction - Failure of visual examination training and qualification program

to meet ASME requirements - Paragraph Sa).
l
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DETAILS

1. Persons Contacted

Licensee Employees

*T. E. Touchstone, Senior Construction Engineer
*E. B. Miller, Senior QA Engineer
*C. B. Cheezem, QA Engineer PSI /ISI
*M. Starnes, Senior QC Engineer
*S. H. VanMalssen, Welding Technical Support Supervisor
*W. R. Gillespie, QA Construction -

Other licensee employees included construction craftsmen, four technicians,
operators, mechanic, security force members, an office personnel.

Other Organizations

*R. Patterson, Group Leader, Babcock & Wilcox Construction Co. (B&W)

* Attended exit interview

2. Exit Interview

The inspection scope and findings were summarized on August 15, 1980 with
those persons indicated in Paragraph I above. The item of noncompliance
described in paragraph 5.a. and the unresolved item described in paragraph
5.b. were discussed in detail.

3. Licensee Action on Previous Inspection Findings

a. (Closed) Unresolved Item (370/80-08-01) - Damaged Penetrameters. The
licensee provided the inspector with a calibration report which indicates
that two of the most severly damaged penetrameters had been measured
and were determined to be within the tolerances for hole diameters and
penetrameter thickness. As a result of this report this item is
closed.

b. (Open) Unresolved Item (370/80-08-02) - Inadequate certification of
visual examirers (B&W preservice inspection visual examiners). The
inspector discussed this item further with the Level III examiner
located in Virginia. Resolution has still not been reached.

c. (Closed) Unresolved Item (370/80-08-04) Branch connector welds-

appear to be unacceptable. The licensee advised the inspector that
they had visually examined the subject welds with small dental mirrors
and a flashlight and determined the surface condition of the water way
to be acceptable. The inspector visually examined the subject welds
with a mirror and flashlight and concurred with the licensee's evalua-
tion. This item is closed.



-

.

-2-,

.

4. Unresolved Items

Unresolved items are matters about which more information is required to
determine whether they are acceptable or may involve noncompliance or
deviations. New unresolved item identified during this inspection is
discussed in paragraph 5.b.

5. Independent Inspection Effort

a. Visual Examination

The inspector observed performance of visual examination of safety
related piping, performed visual examination of several safety related
piping welds, reviewed the licensee's visual examination procedure,
L-80, " Visual Wockmanship Standards For Welds", and reviewed the
licensee's training / qualification program for visual examiners. The
applicable code for this exac:ination is ASME Boiler and Pressure
Vessel Code Section III,1971 Edition. The following summarizes this
effort:

(1) The inspector observed a fitup inspection of 12-inch carbon steel
pipe joint 2E-263-C which, when welded, joins a pipe cap to a,

penetration. The visual examiner checked the weld prep level,
the weld prep land, the weld prep gap, the tack welds, clean-
liness, identification and pipe to cap mismatch. All items were
satisfactory.

(2) The inspector visually examined several final welds of safety
related piping. Two of these welds, RN 2F-520 and CA 2 FW-12-3,
which are 8-inch carbon steel welds joining i valve to a pipe,
had a sharp transition between the weld edge and the valve nozzle
end. Article 4000 of Section III of ASME specifies a smooth
transition (3 to 1 slope) f rom a heavy wall member to a thinner
walled member.

(3) The inspector conducted a review of visual procedure, L-80 Revi-
sion 7. It was noted that paragraph 4, of L-80, specifies that
standard size type on a printed page, which can easily be read,
is to be used for determining if the lighting is adequate for
performing a visual examination.

However, for direct visual examination, paragraph T-923(a) of
Article 9, Section V of ASME specifies the lighting to be a
minimum of 32.5 fectcandles, and paragraph T-930(c) indicates
that, in general, ~ a fine line 1/32- inch or less width may be
considered a test method for determining proper lighting.

(4) The inspector reviewed the training and qualification program for
visual exaniners, which are called, " Welding Inspectors". It was
determined from this review' that the program is not in complete
compliance with ASME and SNT-TC-1A which is invoked by ASME and
the FSAR. It should be noted that although visual examination
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guidelines are not included in ShT-TC-1A, paragraph NB-5521(a) of
Section III of ASME states, "For nondestructive examination
methods not covered by SNT-TC-1A documents, persennel shall be
qualified by the Manufacturer to comparable levels of competency
by subjection to comparable examinations on the particular method
involved". The following discrepancies were noted:

(a) The practical examination does not include at least ten
checkpoints to verify the proficiency of the examiner candi-
date as specified in paragraph 8.5.2.C of SNT-TC-1A.

(b) The qualification records do not describe the test objects
used in the practical examination, as specified in paragraph
9.6.1. f of SNT-TC-1 A.

(c) The practical examination does not include test specimens
representative of pipe welds or joint fitup conditions of
socket or pipe groove joints, which the visual examiner is
expected to evaluate in production. Paragraph NB-5521(a) of
Section III of ASME requires the practical portion of the
qualification be performed using the manufacturer's procedures
on parts representative of the Manufacturer's product.

(d) Neither the training nor the qualification test specimens
contain two major defects that are rejectable; cracks and
root oxidation (sugaring caused from loss of purge).

(e) The training program does not include specimens representing
acceptable / unacceptable weld surface conditions. Procedure
L-80, paragraph 5.1.1, specifies that as-welded surfaces are
permitted provided the surface of welds are sufficiently
free from coarse ripples, grooves, overlaps, and abrupt
ridges and valleys. Workmanship samples illustrating accept-
able/inacceptable surface conditions should at least be part
of the training program.

The above discrepancies, Paragraphs 5.a.(2), 5.a.(3) and
5.a(4) are adications of inadequately trained and qualified
visual examiners which is in noncompliance with Criterion IX
of Appendix B, 10 CFR 50. This noncompliance is categorized
as an Infraction and assigned item number 370/80-23-01,
Inadequate training / qualification of Visual Examiners.

Within the areas examined, no items of noncompliance or deviations
were noted, except for the infraction as described above in paragraphs
5.a. (2), 5.a. (3) and 5.a. (4) .

.
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b. Magnetic Particle Examination

The inspector observed performance of magnetic particle examination of
safety related piping, welds and non-safety related structural welds.
The inspector also reviewed the licensee's magnetic particle procedure,
NDE-22 Revision 5, " Magnetic Particle Inspection Techniques Yoke
Method", and reviewed the qualification examinations for magnetic
particle examiners. The applicable code for this examination is ASME
Boiler and Pressure Vessel Code Section III,1971 Edition. The following
summarizes this effort.

(1) The inspector observed the performance of magnetic particle
examination of 6-inch carbon steel pipe weld, CA2F-231.

No items of noncompliance or deviations were noted.

(2) The inspector observed the performance of magnetic particle
examination by a different examiner, of a grindout area of a
6-inch carbon steel pipe near joint number RV 2 FW-20-15, and of
the dome weld of steam generator (2A) outer containment. The
following discrepancies were noted.

(a) There was insufficient overlap (in some cases no overlap at
all) of the yoke during successive tests of the dome weld.

(b) There was inadequate lighting to evaluate the test surface.
The 100 watt light was more than 3 feet from the test surface
and at times was blocked off from view by the examiner or by
the yoke itself. It is noted that the licensee's procedure,
NDE-22 requires the 100 watt bulb to be within 3 feet of the
test surface.

!

Since the above discrepancies occurred on a nonsafety related weld,
this is not being carried as a noncompliance, but since the same

, procedure NDE-22, applies to both safety related and nonsafety related
| items, the discrepancies described above could be indicative of examina-
i- tions performed on safety related welds. Therefore, the licensee

should review their magnetic particle examination program and ensure
it is in compliance with ASME requirements and licensee procedures.

| This will be Unresolved Item 370/80-12-02, " Potential Inadequate
Magnetic Particle Examination".

No items of noncompliances or deviations were'noted.

6. - Preservice Inspection - Data Review and Evaluation

The inspector reviewed completed records for the ultrasonic examination of
reactor pressure vessel welds to ascertain if they met code requirements.
The applicable code for preservice inspections is ASME Boiler and Pressure
Vessel Code Section XI, 1974 edition thru summer 1975. The records, for
the welds listed below, were reviewed for the following:

!

!
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(1) Whether the method, extent and technique of examination complied with
the licensee's PSI program and applicable NDE procedure.

(2) Whether the examination data was within the acceptance criteria as
outlined in the applicable NDE procedure and code requirements.

(3) Whether the recording, evaluation and disposition of indications were
in compliance with applicable NDE procedures and code requirements. 1

(4) Whether the method used for NDE was sufficient to determine the full
extent of disclosed indications and its acceptance.

(5) Whether the data recorded was legible and understandable for later
reference.

Weld Type Weld Identification

Meridian weld of reactor vessel W 02-03

Sphere to lower shell circular seam W-03

Nozzle belt to flange circular seam W-07

i
No noncompliances or deviations were noted.
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