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U.S. NUCLEAR REGULATORY COMMISSION
REGION I

Report No. 50-293/84-08

Docket No. 50-293

License No. OPR-35 Priority Category C
--

Licensee: Boston Edison Company

800 Boylston Street

Boston, Massachusetts 02199

Facility Name: Pilgrim Nuclear Power Station

Inspection At: Plymouth, Massachusetts

Inspectic.n Conducted: April 2-6,1984
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' . H. GFay / dite

'

Lead Reactor Engineer

A >/-

Approved by: w n er azMs ff//Sy/
yJ P. Durr, Chief /dge '

Materials and Processes Section

Inspection Summary:

Inspection During April 2-6, 1984 (Report No. 50-293/84-08)

Areas Inspected: Routine unannounced inspection of the recirculation piping
replacement program including welding training and qualification, quality
assurance activities, inspector qualifications and written project planning
such as procedures, activity sheets and work travelers. The inspection
included 37 hours on site and nine hours of follow-up in the region office.

Results: No violations were identified,
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DETAILS

1. Perrons Contacted

Boston Edison Company (BECO)

F. Famulari, QA, ISI
*H. Brannan, QA Manager
*J. Crowder, Senior Compliance Engineer
R. DeLoach, QC Group Leader

*E. Graham, Compliance Group Leader
C. Mathis, Nuclear Operations Manager
E. Menslage, Quality Control Engineer, Welding
A. Sanpere, Quality Control Engineer

*J. Nicholson, IGSCC project Manager
*K. Roberts, Outage Manager
*F. Schellenger, QA Engineer
*E. Ziemianski, Manager, Nuclear Operations Support
M. Williams, ISI Engineer
J. Convey, Senior Quality Assurance Engineer

General Electric Company (GE)

F. Forsythe, Manager, Technical Support
M. Hart, QA Manager
J. Miskell, Software Engineer
C. Johnson, Weld Supervisor
J. Plantz, Lead Weld Supervisor
J. Phelps, QC Supervisor

*C, Vantine, Acting Site Manager

NRC

*J. Johnson, Senior Resident Inspector

* Indicates presence at exit meeting on April 6, 1984.

2. (Closed) Allegation RI-84-A-0019

A welder, requesting confidentiality, claimed that his machine welding
qualification test was conducted without his having reference to specific
welding variable values on the applicable welding procedure. The welder
stated that he performed the qualification test using his own procedure
because certain variables for the root pass shown on weld procedure 8.8.6
would not work. The welder stated that his testing sequence included 30
hours of preliminary machine welding, a qualification test using visual
observation of welding and a second qualification test using video equip-
ment with remote welding control.
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In Report 50-293/84-02, which preceded the allegation, the NRC inspector
documented the observations made and program scope for welding operator
qualification and training as current during the week of January 3,1984.
The conclusion reached at that time was that the welder screening, train-
ing and qualification program exceeded the requirements of the ASME Code,
Section IX, and was effective in providing welders who can produce accept-
able welds for machine welding.

During this inspection (84-08), the area of welder training, qualifica-
tion, subsequent practice and supplemental proficiency testing were
examined. Interviews were held with welders in the weld mockup testing
area, observations were made of test welds in progress and completed
welds. The presence of the current weld procedure in the test area and
conformance. of welding to the variables of the procedure was noted.

The inspector reviewed welding procedure 8.8.6, Revision 3, which was
applicable to the machine weld testing qualification done by the alleger
and compared it to Revisions 2 and 4 in addition to the ASME Code, Section
IX requirements. The procedure, Revision 3, provides a range of nonessen-
tial variables and defines essential variables adequately to be used as
the reference procedure for purposes of welder qualification. It is part
of the welder qualification process for the welder to select specific
values of variables from the range (s) shown in the welding procedure so
the welder may demonstrate his capability to produce satisfactory welds
using the contractor's procedure. The inspector reviewed the qualifica-
tion records of the alleger and a sample for other welders. The alleger,
approximately one month prior to the date of the allegation, is on record
by his signature and date as having received training or explanation of
thirty aspects or variables of the machine welding operation.

The alleger's claims and field observations of the NRC inspector agree in
demonstrating that the program for qualifying welders is being followed
and that the ASME Code, Section IX, is being exceeded in the welder
operator qualification area. For purposes of determining which welders
have the skills to perform machine welding, a procedure with a wider range
of variables than is likely to be used in production is beneficial. For
actual welding production, more specific variable ranges based on produc-
tion weld mockup testing are in preparation.

Revision 3 of W.P.8.8.6 is similar to Revision 4, which was observed by
the NRC to be followed, was present where applicable for weld practice or
qualification in progress during this inspection. Welders interviewed
spoke favorable of the training, qualification and subsequent practice
welding program. The alleging welder failed a manual welding test prior
to this inspection, had left the area and was not available for interview
by the inspector. Therefore, the inspector could not substantiate the
alleger's claim that he welded the root pass or his test assembly outside
the range of the weld procedure.

This allegation is closed (RI-84-A-0019).

_ _ _ _ _ _ ______ _
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3. Welder Qualification

Supplemental to the inspection of the allegation factors discussed in
paragraph 2 of this report, the inspector examined aspects of the welder
training, qualification, proficiency demonstration and BECO QA and GE QC
coverage of these activities. The welder qualification program was
compared to the requirements of the ASME Code, Section IX, and the fol-
lowing procedural standards:

GWP-PD-1 Welder / Welding Operator Qualification and Proficiency
Demonstration

PNPS 37.0 Welding Proficiency Demonstration

The inspector observed welding training, testing and practice for both
welders and welding operators. Records of welder qualifications, radio-
graphs of tests, welded test assemblies and in process controls on the
welder testing process were examined. Side bend tests taken at random
from two welder operator qualifications were obsersed to meet ASME Code,
Section IX requirements and did not exhibit any evidence of sidewall lack
of fusion. Welding of mockups or data to develop exact parameters for
production welding of 10-inch and 20-inch diameter pipe were noted to be
in progress.

The BECO QA group has provisions for QA coverage in the form of routine
surveillance by a welding specialist of welding activities including
welding qualification. Specific steps of the welding test are examined by
a qualified GE QC inspector and noted as accepted (or rejected) on the
welder qualification documentation.

No violations were identified.

4. Inaccessible Welds, IGSCC Inspection Order of August 26, 1983

The inspection order required identification of those welds required to be
inspected that were determined to be exempt by either carbon content or
normal operating temperature lower than 200*F and those welds not acces-
sible for ultrasonic examination because of component configuration.

The inspector discussed this requirement with the Inservice Inspection
Group Leader and reviewed the BECO letter, dated December 8,1983, by
E. Howard to H. R. Denton. It was noted that of the welds identified as
exempt, only 5 nonaccessible welds would remain after the current pipe re-
placement program is complete.. These welds are penetration pipe pressure
welds X-14, X-16 A/B and X-51 A/B shown as typical piping penetrations in
figure 5.2-1 of the Pilgrim Station FSAR as reviewed by the inspector.

The inspector had no further questions in this area. The inspector veri-
fied that these welds are inaccessible for examination.
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5. QA and QC Coverage of Work Activities

The inspector reviewed the BEC0 QC Inspection Manual, Part 10.04 and
Appendix D of the BECO Project Quality Plan describing licensee surveil-
lance activities to be conducted during the pipe replacement project. The
inspector observed specific BECO QC involvement in project activities in
the form of traveler review, surveillance of welder qualification and
drywell entries for observation of work.

The inspector noted that the contractor did not provide for QC surveil-
lance of work either through procedure or routine surveillance documen-
tation. The contractor QC inspection documentation plan requires only
traveler sign-off to indicate completion of inspections. The extent to
which the contractor is responsible for documentation of QC surveillance
activities will be examined in greater detail during subsequent
inspections.

No violations were identified.

The inspector reviewed the results of BECO QA Audit No. 84-12 in the form
of preliminary deficiency reports 1249, 1250, and 1251 which document
deficiencies and certain recommended corrective actions to BECO identified
problems in areas of document control, effectiveness of inspection
program, agreement of the Interface Manual with present interface controls
and details of QA functions. The details of this audit were presented
during the BECO QA audit exit meeting with GE on April 4, 1984. This
issue, identification of project problem areas, and implementation of cor-
rective actions are unresolved items to be examined during a subsequent
NRC inspection (293/84-08_01).

6. Other Inspection Activities

The inspector and the senior resident inspector toured the drywell and
adjacent construction staging areas for general observation of ongoing
work, radiological conditions and to review the scope of pipe replacement
requirements.

The inspector reviewed portions of the following procedures not already
noted in this report.

PNPS 29.0 Mobilization For Piping Removal
PNPS 30.0 Removal, Testing, Storage and Installation of
PNPS 50.0 Recirculation Piping Removal Procedure

| No violations were identified.

7. Unresolved Items

Unresolved iterns are matters about which more information is required in
order to ascertain whether they are acceptable items, violations or devia-

__ _ . - - _ _ _ _ _ _. - . - - . _ - _ _ - _
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tions. An unresolved item disclosed during the inspection is discussed in
paragraph 5.

8. Exit Interview

An exit interview was held on April 6, 1984, with members of the.

licensee's staff and contractor as denoted in Paragraph 1. The inspector
discussed the scope and findings of the inspection. At no time during

1

this inspection was written material provided to the licensee by the
inspector.
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