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Mr. John T. Collins

Regional Administrator, Region IV
U, S. Nuclear Regulatory Commission
611 Ryan Plaza Drive, Suite 1000
Arlington, Texas 76012

Dear Mr. Collins:

SUBJECT: Waterford SES Unit No. 3 S L
Docket No. 50-382
Significant Construction Deficiency No. 74
"T&B Undersized Socket Welds"

The attached information is submitted as requested by Mr. R, Hall at the USNRC
Inspection 84-24 exit.

Very truly yours,

= )é{«az
"I{"f’cerretd :

Corporate Quality Assurance Manager
TFG:CNH: VBR
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MEMORANDUM

To: S. Horton/J. Pertuit

From: J. Dclming)ﬁ/;%‘/‘;
A, <

Subject: LOUISIANA POWER & LIGHT COMPANY
WATERFORD SES - UNIT NO. 3
NCR 7680 IMPACT ON SCD 74; SCHEDULE 80
UNDERSIZE SOCKET WELDS

Ref: (1) QA Memo W3QA28185 dated April 27, 1984
(2) Attachment No. 1, NCR 7680
(3) Attachment No. 2, Memo from R. Sankar
(4) Attachment No. 3, Summary of SCD #74

NCR 7680 was initiated as a result of LP&L QA identification of 12 undersize
schedule 80 socket welds on piping isometric CC-~IC-47. Six of the welds require
repair in order to meet ASME Code requirements. These welds were not originally
in the inspection sample conducted as part of SCD 74. One requests engineering
to assess the impact of this NCR on SCD 74 evaluation.

It is my assessment that this NCR has no impact on the original SCD evaluation.
The basis for this decision is as follows:

(1) Under the scope of SCD 74, 660 Schedule 80 fitting socket welds from a
croes section of piping systems weres ultimately reinspected, five socket
welds did not meet code requirements and; therefore, required repair. This
was deemed an isolated number of repairs and not indicative of generic
coucerns. In addition, none of the 53 schedule 80 fitting socket welds re-
examined as part of NCR 2461 were found undersized.

(2) A review of the weld maps documented in NCR 7680 reveals that only one of
the six welds was uniformly undersized. The remaining five welds has only
isolated section of weld which did not meet code requirements. Four of the
six welds exhibited undersize conditions for 45° or less of the weld
circumference. One weld had two isolated sections of weld undersize. Of
the 725 schedule 80 fitting socket welds re-examined as part of NCR 7680,
(12), NCR 2461 (53) and NCR (5670)(660) (SCD 74), only the one weld
discussed above was Jocumented/to be uniformly undersized.

3 260 guor s/23/8y

(3) The worst undersize conditions documented in NCR 7680 are bounded by the
finite element analysis performed as part of SCD 74. Attachment No. 2
confirms the weld size successfully analyzed for 2" nominal diameter
schedule 80 piping. The analysis verifies that even with the worst forces
and moments that can be applied, the code allowable stresses are not
exceeded.



Given the above, no further action is required. SCD 74 shall remain as
originally dispositioned.

Attachment No. 3 provides a summary of SCM 74. This summary was prepared at the
request of the NRC during a recent discussion relative to SCD 74.

JD/11
Attachment

cc: With Attachment
J. Houghtaling
T. Cutrona
M. Yates
L. A. Stinson
7. Grant
ESSE File P.2
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UQS'ANA 142 DELARONDE STREET

> - Aﬂu&icvu¢a
POWER & LI GHT/ P O BOCx 8008 . NEW ORLEANS LOUISIANA rmW
%S % S
March 18, 1983 .

W3R-83-0343
Q-3-A35.02.33
Response Req'd: Yes
By: ASAP

TO: L. A. Stinson
Manager, Site Quality Program
Ebasco Services, Incorporated

FROM: L. L. Bass @

Project QA Engineer

SUBJECT: Waterford SES Unit 3
Verification Walkdown for

Start-Up System (SUS) 46E (T-B)

LPSL Comstruction QA has completed its subsequent plant walkdown of
the Tompkins-Beckwith portion of SUS 46E and is rejecting
Tompkins-Beckwith physical hardware for discrepancies. The
attached pages provide a listing of these discrepancies.

Ebasco should take corrective action in order to assure that the
physical hardware is acceptable. A re-review shall be conducted
following completion of Ebasco's corrective action.

Please respond to these discrepancies by identifying the corrective
action taken and what was done to preclude repetition.

LLB:grf
Attachment
ce: T. F. errets !a! ™ e
Nuclear Records (2) Es\hl dniil!
Central Records 5!
LP&L Si A Fil :
e MAR 21 1963
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Document Number or
Identification

Iso. No. LW3-CC~-47

Weld No.
FW-2

FW-4

6 RWL
SW-18 thru SW-25

SW-26 RW-1
SW-29
SW-30
SW-31
SW-37
SW-38
SW-39
ACIC-6
SW-59
AC-LW3-50
SW-64

LP&L CONSTRUCTION QA COMMENTS
STATUS REVIEW SUS 46E
PIPING (T&B) Walkdown Verification

Comments

Walkdown shows 90° ell WCR states 45° ell
Weld undersize
Weld undersize
Weld was made on CC-48 not CC-47
Weld undersize
Weld undersize
~ Weld undersize

These welds don't exist on pipe in field. All
these documented on IW3 CC-48 by mistake.

Weld undersize
Weld undersize
Weld undersize
Weld undersize
Weld undersize
Weld undersize

Weld undersize
Weld is pipe to tee, not 90° ell as shown on WCR

Iso shows valve V720, WCR shows V727 walkdown verified
valve to be V729. -

1ﬂﬂlltnhthlﬂwn‘ntl.-..
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_P&L CONSTRUCTION QA COMMENTS
STATUS REVIEW SUS 46E
PIPING (T&B) Walkdown Verification

Document Number or

Identification Comments
AC-1C-1222
FW3 & 18 The insulation was removed between FWi8 and north

side of J wall. This spool was cut and no spool
number or heat number could be found to verify rhe
traceability of the pipe material.

FW 6 & 17 The insulation was removed between FW6 & 17. This
spool was cut and no spool number or heat number
could be found to verify the traceability of
the pipe material.

W7 & 27 The insulation was removed between FW 7 & 27.
This spool was cut and new material was added.
The heat number on the pipe was N97405 but the
weld record had N94705

FW=14 & 34 Did not have adequate time to remove the insulation
19 & 20 and reinstalling it today by 3:30. These two
pipe spools were not inspected but the question
still exists about the materisl traceability.

AC-IC-1222

Detail A for Vent Line is oriented 180° to the isomatic drawing.

lﬁnglﬂ.hfhn#rnant.nln_a
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IS0. NO. LW3=CC~47

FW=2 « Comments:
Walkdown shows 90° ELL, WCR states 45° ELL.

Ebasco Q.A. Finding: A review of Weld Control Record (WCR) shows HT#SZOI,
review of CMTR shows HTI#S201 to be 9C°ELL, Based on
this review and field verification we find no basis
for the concern.

FW=7 = Comments:
Weld was made on CC-48 not CC=47,

Ebasco Q.A. Finding:
Field verification shows that FW=7 exists in the Field
on both lines IS0, LW3=CC=47 and LW3-CC-48,

SW=18 Thru SW-25 Comments:

These welds don't exist on pipe in field, All these
documented on LW3=CC-48 by mistake,

Ebasco Q.A., Findiug:
These welds exist in field on Line #3CC2-240A, TS0,
No. LW3=CC=47, IS0 Package Weld Control Records are
located in IS0, Package LW3~CC~-47 in the vault,

IS0, NO, ACIC-6

SW=59 Comments:

Weld is pipe to tee, not 90° ELL as shown on WCR,

Ebasco Q.A. Finding:
Verification of records show that Weld Control Record
(WCR) has recorded HT#C344 for weld SW-59 fitting,
CMTR shows HT?C344 to be 1"Tee 3000 SW, thus we find
no basis for this concern., Field walkdown verifys as
build to be weld for pipe to tee,

-

IS0, NO, AC-LW3=50
SW=C4 Comments:

IS0 shows valve V720, WCR shows V727, walkdown
verified valve to be V729,
Ebasco Q.A, Finding:

Field verification shows valve V727-12 to be installed
per drawing requirement, Weld Control Record shows V727~
12 installed at Weld SW-64, material list shows V727-12
taken from warehouse for installation, We find no just-

ification for concern,
IS4, No, AC-IC=~1222 Comments:

Detail "A" for vent line is oriented 180° to the isometeric
drawing,

#
This is Attechment i,
to NCA W2-_ZEZ __, pagatee

c .’L
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Field verification verifies this to be true, recormend
drawing to be redlined to show this,

: CﬂC-f&‘-IZZi cwr‘(y".) Aé" “-/2-99
Ebasco Q.A. Finding.

ISO NO. AC-IC-1222 (eentl) i 7-/2-¢9
FW 3 & 18 Comments: p
The insulation wag rem v3$ between FW 18 and North side
of "J'wall., This ;kﬁgr’ffas cut and no spool number or
heat number could be found to verify the traceability of
of the pipe material,

Ebasco Q.,A. Commerts:
A review of the installat'on records show that the material
used is traceable to an acceptable CMTR, As long as
material is traceable up to and including installation
Ebasco Q.A. finds this acceptable and no justification for
concern,

FW 6 & 17 Comments:
The insulation was removed between FW 6 & 17, This spool
was cut and no spool number or heat number could be found
to verify the traceability of the pipe material,

Ebasco Q.A. Comments:
Same as the comments for FW 3 & 18.

FW 7 & 27 Comments:
The insulation was removed between FW 7 & 27. This spool
was cut and new material was added. The heat number on
the pipe was N97405 but the weld reccord had N94705.

Ebasco Q.A. Comments:
The Weld Control Record has been changed to reflect as
built condition,

FW 14 & 34
19 & 20 Comments:

Did not have adequate time to remove the insulation and
reinstalling it today by 3:30. These two pipe spools
were not inspected but the question still exis*ts about
the material traceability,

Ebasco Q.A. Comments: E

3 Same as the comments for FW 3 & 18 concerning material

traceability, Lack of time has no affect on the quality

of material or installation., We can find no justifi-

cation for this concern.
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m ‘ Interoffice Correspondence

DAaTE May 18, 1984 FILE REF
TO  Joha DeBruin OFFICE LOCATION  yagerford Site
FAOM ) . Seukar 3:»& OFFICE LOCATION §9th. Ploor East 2-WIC

SUBJECT . "ERSIZED WELDS TEROAT SIZES
Os.) POR ANALYSIS

This 1s to confirm that the siwve of the weld used for 2" 0.D. pipe
wadersized weld in the finite element analysis {s as given below:

Throat 0.080"

Lag 0. 113"

All the cases given on Pages 73 to 81 of AP report use these dimensions.
Updated weld sizes were used only for cases other than the 2" 0.D. pipe.

RS/ur

ce: 2 C Tottl
M Badgian
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SICNIFICANT CONSTRUCTION DEFICIENCY NO. 74

UNDERSIZF SCHEDULE R0
SOCKET WELDS
SUMMARY OF ENGINEERING EVALUATION

The following is a brief summation of the Ebasco Engineering disposition of NCR
5760 (SCD 74) involving undersize fillet welds on schedule 80 2" and under
piping, ASME Section III Class 2 and 3.

(1) 544 fillet welds were initially reinspected by Tompkins-Beckwith QA.

(2) Nine of the 544 welds involved flauged connections. Five of the nine
flange welds did not meet the ASME Section III fillet weld size
requirements. Ultimately, after some additional sampling, all schedule 80
ASME Section III 2" and under flange welds were reinspected. Welds not
meeting ASME Code requirements were repaired.

(3) Of the remaining 535 fillet welds made on socket weld fittings (i.e. tees,
coupling, elbows and valves, etc), 54 did not meet the ASME Section III
size requirement (Cx = 1.09Tl)*.

{4) The 54 undersize welds were evaluated using the allowable size requirements
established by ASME Code Case N316 (Cx = ,75T,)* Only two of the 54
undersize welds did not meet the code case requirement.

Based on the low reject rate upon application of the code case
requirements, it was deemed unnecessary to reinspect the balance of the
Schedule 80 fitting socket welds except as noted below.

(5) In order to apply the code case, it is necessary to use a more conservative
stress intensification factor in the pipe stress analysis (2.1 vs 1.3).
Therefore, it was necessary to establish which pipe regions exceeded the
ASME Section III1 allowable stresses resulting from application of the
higher stress intensification factor. An additional 125 schedule 80
fitting socket welds required reinspection as a result. Fillet welds in
these pipe regions must meet the 1.09T requirement. Three of the 125
reinspected welds did not meet the code requirement and were subsequently
reworked,

= fitting nominal wall thickness based
on ANSI Bl16.11 dimensions.

* T = pipe nominal wall thickness; T

1 2



