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FLORIDA POWER & LIGHT COMPANYg

June 29, 1981
,

L-81-268

i

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

Dear Mr. O'Reilly:

Re: RII:WPK,BRC
St. Lucie Unit 2
Docket No. 50-389/81-05

i

Florida Power & Light Company has reviewed the subject inspection
report and our response is attached. There is no proprietary
information contained in the report.

Very truly yours,

! | '

.M
,

Robert E. Uhrig
Vice President
Advanced Systems & Technology

RF0/TCG/ah

cc: Harold F. Reis, Esquire
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A. Violation: Inadequate Measures to Control Preservation of Safety-Related
Materials and Equipmant

10 CFR 50, Appendix B, Criterion XIII, as implemented by Section 13 of
FPL Topical Report (FPL TQARI-76A), requires measures be established
to control storage and preservation of material and equipment to
prevent danage or deterioration. FPL Procedure SQP-47 requires that
open pipe and equipment be capped or covered when no work is in progress.
FPL Procedure SQP-23 and assoclated form SQP-23.1 for the Waste Gas
Compressors requires that the compressor motors be heated.

Contrary to the above, measures were inadequate to control material
and equipment preservation in that:

1. On April 29,1981, a 1" nozzle in the side of Gas Surge Tank 2A
and a flanged pipe connection at Waste Gas Compressor 2A were
open.

2. On April 29, 1981, the electric motor for Waste Gas Compressor
2A was not heated.

3. On April 30, 1981, fifteen examples of scaffolding supported
by or rigging from installed safety-related piping were noted.
In addition, there were no documentad procedures to control .

the above activity as well as temporary construction lifts
being supported by installed piping and their associated
hangers.

Response: (Example A.1)

1. FPL concurs with the finding.

2. The covering on nozzle opening had inadvertently be n knocked
off prior to the inspection.

3. The openings have been covered.

4. Craft and supervision were instructed to pay special attention
to SQP-47, Pipe Erection.

5. Full compliance has been achieved.

Response: (Example A.2)

1. FPL concurs with the finding.

2. Craft personnel were not aware that heat had to be applied after
installation in permanent location.

3. Heat has been applied to the motor for the Waste Gas Compressor.

i
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4. Craft and supervision were instructed to pay special
attention to SQP-23, Preventive Maintenance.

5. Full compliance has been achieved.

Response: (Example A.3)

1. FPL concurs with the finding.

2. Site personnel were not aware that this requirement applied
to large bore piping.

3. Scaffolding irregularities have been corrected.

4. Supervision was advised to stay within good construction
"actice and review each case of rigging / scaffolding from
71pe. No contact is permitted except when pipe is wrapped
with tape or bumper material. This practice will be
continued permanently.

5. Full compliance has been achieved.

B. Violation: Inadequate Measures to Control Welding and Welder Qualification

10 CFR 50, Appendix B. Criterion IX, as implemented by Section 9 of FPL
Topical Report (FPL TQARI-76A), requires measures be established to
assure that special processes including welding are controlled. ASME
Boiler and Pressure Vessel Code, Section IX, with interpretation IX-
78-92 establishes requirements for qualification of welders and requires
that the upper limit on thickness qualified be two times the weld
deposit thickness on test assemblies 3/4" or less in thickness. IX-
78-92 limits the welder qualification thickness range qualified to
1-5/8" for combination process welder qualification tests administered
on 13/16" pipe test assemblies where neither process deposit was 3/4"
or greater. Specific requirements for purge gas flow rate, shielding
gas flow rate, and electrode extension are contained in CE Welding
Procedure Specification (WPS) GTA-8.8Y-300 and FPL WPSs 43, 43F, 50
and 75.

Contrary to the above, measures were inadequate to control welding in
that:

1. ~0n April 28, 1981, welding performance qualification records for
welders welding on the upper guide stre<:ture showed the welders
to be qualified for thicknesses between 1/16" and 3/8". The test
assembly thickness was 1/8" which qualifies the welder for
thicknesses of 1/16" to 1/4".
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2. On April 29, 1981, Welder Qualification Records indicated that
welders testing for qualification to WPS's 24, 39 and 50,
deposited 1/8" gas tungsten arc weld deposit followed by 11/16"
shielded metal arc weld deposit on 13/16" wall thickness pipe
test assemblies and were granted an unlimited thickness
qualification.

3. On April 28-29, 1981, eight welders welding on reactor vessel
internals, safety related piping, reactor coolant pressure
boundary piping and control element drive mechanisms exceeded
the maximum purge gas flow rate, exceeded the maximum shielding
gas flow rate, or deviated from the electrode extension
requirements as specified in the appropriate WPS.

Response: (Example B.1)

1. FPL concurs with the finding.

2. The welding test engineer transposed the qualification thickness
of .375" from the PQR to the WPQR instead of using the 2T of .250
as required by the code. He did not notice the PQR was qualified
with pipe which allows a qualification thickness of .375.
Inadequate review of testing qualifications caused this error.
No requalification of welders was necessary in this instance.

3. The corrections were made to reflect the correct figures and
were submitted to and reviewed by the FPL, NRC Addit Team on
the same day the infraction was observed. (See Page 7, para-
graph 7.e(2) in I.E. Inspection Report 81-05).

4. The review of WQRs will be required by the Construction Site
1

Q.C. Superintendent before they are signed by the Site Manager.

5. Full compliance has been achieved.
,

|
'

Response: (Example B.2)

1. F/L does not agree with the finding in I.E. Inspection Report
81-05, paragraph 10.b(2).

| 2. We are aware of the code requirements as a code change in QW
| 452, ASME Section IX; however, welders performance qualifications
| are qualified by radiography where the penetration of the GTAW
| is 1/16" and the cap reinforcement is 1/16" for a total thick-

| ness of 3/4" for the SMAW, therefore allowing an unlimited
l thickness qualification.
1

3. Corrective steps have been taken to check weld coupons in the
finished condition to review the reinforcement on the welded
coupon and if the cap is ground flush with base material, we

i
.
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will specify 2T for the allowable qualification.

4. & 5. Not applicable.
I
I

R_esponse: (Example B.3 - Applicable to Safety-Related Piping)e

1. FPL concurs with the finding.

2. The welders increased the argon flow to purge the line free
of oxygen, and after checking the zone to be welded with an 1

oxygen analyzer and found the area to be acceptable for welding,
failed to reduce the argon flow per welding procedure require-
ments prior to initiating the welding arc.

3. Corrective action is to reiterate to the welding craft the
importance in following the welding procedure and we will
enforce the requirement with disciplinary action as required.
WPS-75, Rev. 0, was revised to show maximum (Max) following
5/8" extension of electrode. This change is to satisfy
paragraph 11.b(4)(a)2 in I.E. Inspection Report 81-05.

4. Instruct Welding supervision to increase surveillance on
Weldments requiring argon purge.

5. The above corrective action is in force and is monitored
on a daily basis.

I
Response: (Example B.3 - Applicable to Control Element Drive Mechanism)

1. FPL concurs with the finding.

2. Up to the point this discrepancy was brought to CE's attention,
each welder set his machine to the parameters established in the
WPS. The CE Welding Engineer would audit the machine settings
to assure conformance to the requirements of the WPS. On the
day the discrepancy was noted, the Welding Engineer did not
perform his usual audit.

3. The correct settings were nade on the gas flow when the discrepancy
was reported to the Welding Engineer, and from that point on until
the modification was completed, the Welding Engineer observed that
each welder set the machine variables at the beginning of each
work period.

4. A log will be kept for each machine with the essential variables
noted at timely intervals.

5. A log has been established for the welding machine on site.

- _ _ _ _ _ _ _ - _ _ - _ _ _ _ _ _ _ _ _ _ _ - _ _ _ - _ - _ _ _ _ _ _ _ _ _ _ _ _ _ _ - _ _ _ .
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STATE OF FLORIDA )
) ss.

COUNTY OF DADE )

.

Robert E. Uhriq , being first duly sworn, deposes and says:

That he is Vice President of Florida Power &
Light Company, the Licensee herein;

That he has executed the foregoing document; that the state-
ments made in this said document are true and correct to the
best of his knowledge, information, and belief, and that he is
authorized to execute the document on behalf of said Licensee.

v0s- / f
Robert E. Uhrig [

.

Subscribed and sworn to before me this

M day of %A 19]/_,

CM 2. de
NOTARY PUBLIC, in (phd for the County of Dade,
State of Florida

["ty Pu{.- So:3 of rio,;da
n,C,*TC ? F nes ocw,, u, (EP __ 'My commission expires: 4 ao

--

" w yn FG Uonesg Agoney

.
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