





DETAILS

PERSONS CONTACTED

—

Carns, Vice President, Nuclear Operations
Yelverton, Director, Nuclear Operations

Boyd, Nuclear Safety and Licensing Specialist
Chisum, Unit 2 Assistant Operations Manager

. Coates, Unit 2 Maintenance Manager

Edington, Unit 2 Operations Manager

Fenech, Unft 2 Plant Manager

Fisicaro, Licensing Manager

*M. Harris, Unit 2 Project Manager, Outages

*L. Humphrey, General Manager, Nuclear Quality

*R. King, Plant Licensing Supervisor

0. Mims, Unit 2 System Engineering Superintendent
0. Moss, Radiation Protection and Radwaste Manager
J. Mueller, Unit 1 Maintenance Manager

*R. Sessoms, Plan. ianager, Central

J. Vandergrift, Unit 1 Plant Manager

*H. Williams, Security Manager

C. Zimmerman, Unit 1 Operations Manager

»

CoodxTOL=Z

*Present at exit interview.

The inspectors also contacted other plant personnel, including operators,
engineers, technicians, and administrative personnel.

2. PLANT STATUS (UNITS 1 and 2) (71707)

Unit 1 completed Refueling Outage 1R9 during this inspection period. Outage
scope involved modifications tc the high pressure injection system necessary
for a license modification to return to 100 percent power. The unit had
previously been limited by license to 80 percent power. Initial heatup was
started December 17, 1990. Prior to criticality, group one shutdown rods were
pulled to provide cocked rod protection.

On December 18, 1990, in order to conduct maintenance on one of the two running
reactor coolant pumps (RCP), operations attempted to shift to a different
operating pump. Prior to criticality, the pump shift was performed in the
wrong order resulting in a reactor trip due to two RCPs being secured
simultaneously in the same loop.

On December 22 the unit was at 1 percent power, with postrefueling, low-power
physics testing complete, when workman discovered a small, unisolable, primary
pressure boundary leak on the PZR. The licensee commenced a reactor shutdown
as required by TS at 10:11 a.m. (CST), December 22, 1990.

After cooldown and depressurization, the necessary repairs were completed
(Section 3.1 and 4.1),









pipe. The hollow plug had @ pilot hole in the end to allow the centerline to be
reestablished, once installed. The first layer of a 4~inch diameter weld pad
was deposited around the penetration in the 6 3/4-inch PZR shell using
3/32-1nch SFA=5. 11 ENiCrFe=3 Inconel electrodes, After grinding this layer to
approximately half of the deposited thickness, the weld pad buildip was
continued using 1/8-1nch SFA=5.11 EniCrFe=3 Inconel electrodes until the weld
pad was approximately 5/16=inch in thickness. The weld pad plus a 10=inch

band around the pad, was “eated to 500°F & 50°F and then held for 2 hours prior
to cooling within 50°F of the component ambient temperature. The inspector
noted from review of the process traveler that the preheat temperature,
interpass temperature, and postweld heat treatment practice used were
consistent with the requirements for half-bead weid repair contained in
Subsection IWB of Section X1 of the ASME Code. After verification of the
integrity of the deposit by PT and Ul examination, additiona! weld metal was
deposited in four, 1/4=inch increments using 1/8-inch SFA=5.11 ENiCrFe=-3
Inconel electrodes. Each increment was examined by PT to assure soundness of
the deposit. The weld pad was then held for 48 hours within S50°F of ambient
temperature and final nondestructive examination (i.e., PT examination of weld
pad and 1/2 inch of base metal beyond the weld fusion line, UT examination of
weld pad and a 10-inch band around the pad, and magnetic particle examination of
a 10=inch band around the weld pad) performed.

The penetration was drilled to a depth which removed approximately 1 inch

of the existing nozzle. After grinding a J-groove structural weld preparation
in the weld pad, & new 1~inch nozzle was fitted using a gap of 1/10~ to 1/8-inch
between the old and new nozzles to accommodate therma)l expansion. The
structural weld connecting the weld pad to the new nozzle was then performed,
with PT examinations at half and fina) weld thickness. This configuration has
currently been qualified for one fuel cycle. The licensee plans to return to
the original configuration during the next refueling outage.

The licensee is commi*ted to the American Society of Mechanica) Engineers (ASME)
Section XI, 1980 edition, winter of 1981 addenda, for the inservice inspection
program. They conducted repairs and replacements in accordance with the 1986
edition of Section XI, as allowed under the ASME Boiler and Pressure Vessel Code.
The level sensing tap pressure boundary was moved from the inside of the PZR to
the outside of the PZR and a half-bead weld technique was used for the repair.
Therefore, & hydrostatic test was required by the 1986 edition of Section XI.
The licensee uses Pressure Test Report Form No. 1092.190A to specify the test
pressure, temperature, and hold time. The licensee indicated on the form, "No
hold time required after test conditions achieved." This conflicts with

Article IWA-5213 which specifies a 10~minute hold time for noninsulated systems,
The final data package documentation indicates that the system had been at
operating temperature and pressure 4 hours prior to the exam and that the
elevated pressure was held for 45 minutes with no leakage. Therefore, no
technical problem existed; however, the initial specification did not appear
consistent with the licensee's commitments.










5.3 Summary of Findings

The licensee's performance of surveillance test activities was good. The
licensee conservatively performed additional tests to assure operability of
critical equipment. This is considered a sound practice.

6. OPERATIONAL SAFETY VERIFICATION (UNITS 1 and 2) (71707)

The inspectors routinely toured the facility during normal and backshift hours
to assess general plant and equipment conditions, housekeeping, and adherence
to fire protection, security, and radiological control measures. Ongoing work
activities were monftored to verify that they were being conducted in
accordance with approved administrative and technical procedures and that
proper communications with the control room staff had been established., The
inspector observed valve, instrument, and electrical equipment lineups in the
field to ensure that they were consistent with system operability requirements
and operating procedures.

During tours of the control room, the inspectors verified proper staffing,
access control, and operator attentiveness. Adherence to procedures and
limiting conditions for operation were evaluated, The inspectors examined
equipment lineup and operability, instrument traces, anu status of ccntrol room
annunciators. Various control room logs and other available licensee
documentation were reviewed,

A1l activities observed were performed professionally and within license
requirements,

7. UNIT 1 - ENGINEFRFN ©.FETY FEATURE (ESF) SYSTEM WALKDOWN (71710)

The inspector inaependently verified the status of an ESF system. The
licensee's system lineup procedure was compared to plant as-built drawings. The
fnspector checked for hardware problems, adequate labeling, housekeeping,
transient fire load, correct valve switch and breaker alignments, and
availability of support systems.

7.1 Unit 1 - EDG Walkdown

The inspector conducted an ESF system walkdown of Unit 1 EDGs to veri
operability. Minor discrepancies were noted during the walkdown. One valve
fdentification label was discovered missing from a valve, and several valves
were not labeled in accordance with the valve lineup (OP 1104.36, Attachments A
and B) and the system print (M217).

The fsolation valve to Diesel Generator No. 2 Starting Air Compressor C4Bl1
discharge pressure gage (PI-5263) was closed, which is contrary to the required
pesition on the valve lineup. The operator accompanying the inspertor

properly positioned the valve and informed the control room. The ressure gage
provides local pressure indication only.
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