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U. 8. Nuclear Regulatory Commisaion
ATTR: Document Control Dask

Mail Station P1.137

Washingtou, D. €. 20855

Subject: Docker No. 50-482: Inservice lnspection Program
Relief Requects

Gen* lemen:

The purpose of this letter is to transmit requests for vrelief from ASME
Sectivn XI requirements for the Wolf Creek Generating Station Inservice
luspection (I8{) Program in accordance with 10 CFk 50.5%5a(g)(5)(idi}.
Provided in the attnchmen: are relief requerts which apply to 181 Periods .
sntt 2. Relief Request I1R-25, Ilh-24, T1R-25, 11k-26, T1R-27, 1I1R-28, and
I1R-29 concern examinations required by ASME S~ction XI. 11R-30 is
associated with Wolf Cre-k Nuclerr Opetrsting Ccrporation's commitment to
perform augmented examinations in addition to the examinations requicved by
ASME Section XI.

WONOC reguests approval of the relief requests prior to May 5, 1992 which
coincides with the end of ISI Period 2.

1f you have any questions concerning this matter, please contact me or Mr.
8., G, Wideman of my staff.

Very truly vours,

-

B 7 AN

Bart . Withers
President and
Chief Executaive Officer

BDW/aen
Attachment
¢Ct A, T, Mowell (MRC). w/a
B. ¥, Marrin (NRC), w/a
C, A, Pick (NRC), wia | r‘
W. N, Rockley (NRC), w/a it e \
1

30 PO, Bex 411 Butington. K3 66838 - Phone, (316) 364-8801 {
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i8I RELIEF REQUEST I1K-23
Components: BB-01-F207 NB-01-F307 BB-0L-F4&Q7 BB-01-F3035
RE-Q1-F405 BB-0)~F306 BB-01.F203% BB-0'.F303
fategory: B-J
Descriptiop: Reactor Coolant Pumps ‘B*, "C* ard "D* Suction %o Elbow, Steam

Generators "C" and "D* Ouclet Safe-End te Elbow, Steam Generator °"C° Outlet
Ribow tou Crossover Leg Spool, and Reaittour Pressure Vessel Outlet Nozzles "B*
and "C" Safe-End to Pipe.

2 Section XI, Table IWR.2500-1, {tem BS.1l requires the
inner 1/3t of the weld plus 1/4" of the base metel beyond the weld toe tc be
scanned us shown by Figure IWB-2500-8,

2 The transducers used to exam'ne Cast Stainless
steel (C885) were too large to maintain sufficient contact in the
vircumferential scunning mode (reference Figure 1). Thay did, however,

fntain adequate contact when scanning pespendicular to the weld axis.

Wolf Creek contends tha’ othe: transducers may have wmaintained better
vontact along the weld crown, but would not have provided as un effective
examination. This i4 hecause the transduters used to examine this USS§
material were Jdesigned specifically to enhance the flaw detection
capabilities.

The transducer sime, frequency, damping, focusing and wave mode were all
variables optimized to provide the best vesponse iu this coarse grain
material. When tvansducers deviate from this design and are used to send
sound into CS8 material, it is entirzely prohable that the veturning
sound/i1igual has been so altered by the effects of scattering that uny flaw
indicatirne would be masked by the noise reflections caused by grain
boundaries.

With welds P207, F307, F407, F305, F4)S and F306, the weld crown snd weld
shrinkage causes transducer 1ift off. With welds F203 and F303, the weld
taper causes tzansducer lift off.



sinataiant ol e Lo B L S g b b

R e —

Avtachment to WM 92-003%
Page 2 of 22

g The code required volumetric examiration w'll he
completed parpendicular to the weld axis from two (2; directions.

A%ﬂl__ggﬁg_ggg;ign,ll;: Complete ultrasonic examinotions of these welds at
0% end 41" showed ne indications.

Evaluation of i Studet ASME Section I11 quality controle were
used when designing. febricating and installing these welds. In addit.ion,
these weids were examined using ultrasonic equipment, with ne irregularities
found. Any future indicetions of significant size will be found by the
alternate examination and corrective action will be taken.

A satisfactory level of safety te the plant and its personnel will be
achieved Y%y the alternate examination,
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I81 RELIEF REQUEST I1R-24

Component: TEMOL-SEAM-2-W
Catepory: C-A
Description: Boron Injection Tunk Upper Head to Shell Weld

irement: Section XI, Table IWC-2700-1, Item C1.20, requires the
weld plus 1/2* of the base matal on both sides of the weld be scanned as
shown by Figure IWC-2500.1,

£1 The transducers wused to examine Cast Stainless
Steel (CS5) meterial were too large to maintain sufficient contact when
running along the weld crown (citcumferential examination). Thus, vesulting
with 0% inspection using the circomferential scan (reference Flgure 1).

Woli Creek contends that other transducers may have maintained better
contact aloag the weld crown, but would would not have provided as an
effective examination. This is because the transducers used to examine this
CSS material were designed apecifically to enhance the flaw detection
capabilities,

The transiucer sive, frequency, Jamping, focusing, und wave mode were ¢ll
variatiles cprimized to provide the bhest response in thie coarse grain
material. When transducers deviate from this design and ace used to send
sound into CS5 material, it is entirely probable that the returning
sourd/signal has been so sltered by the effects of scactering that any flaw
indications would be masked by the noisc reflections caused Ly grain
beundaries.
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& 1 The code required volumetric examination will be
completed perpend.cular to the weld axis from two (2) directions.

Aﬁﬂ]__;gﬂg_ﬁ;g;;gn_{;[: A completn ultrasonic examination was performed at
an angle of 0° and approximately 501 of the weld was examined with angles of

419, These inspections revealed no indications.

Evaluation of Plant Safety: Strict ASME Section 1II quality controlse were
used when designing, fabricating snd installing this weld. This weld was
ultrasonic inspected to the extent possible, with no irregulacities found.
The probability of a flaw occurring in the area not being examined ic
small Most future indicatiuns of significant eize will be found by
examination of the weld as it 15 now.

Based on the above, & satisfactory level of safety will be achieved without
providing a complete examination of the mentioned weld. The safety of the
plant and its personnel i# not being compromised,
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181 RELIEF REQUEST 11R-25

Components: EJ-02-F022
fatepory: C-F

1 12* Pipe to Residual Heat Removal Heai Exchanger (EEJO1B) - B
Inlet Weld

L1 Section XY, Table IWC-2500-1, Item Number C5.11, requires
1007 surface examination of the 12* pipe to heat exchanger weld as defined
by Figure IWC-2500-7

Basis for Relief: The surface examination of the subject weld is 391
obstructed by a 1 1/2" by 1 5/8° ring. The ring is welded over the
downetream toe of the weld; therefore, making it impossible tc get the
regquired 1/2" coverage beyond the toe of the weld. To examine the
obstructed area would require phyeicslly removing the welded ring (reference
Figure 1).

ation: None; the Code required surface examination will be
completed to the macimwn extent practical.

ASME tode Sestion IIX: lLiquid Penetrent eraminatiom showed no indications.
The preservice examination was not subjsct to the obstruction described
above.

Evaluation of Plant Sufety: Strict ASME Section III quality controls were
used vhen designing, rabricating and installing this weld. In addition,
this weld was liguid penetrant examiued, with no irregularities found. The
probability of a flasw occurring in the area not being evsmined iv small.
Most future indications of significant size will be found by examination of
the weld as it is now.

gared on the above, & matisfactory Jevel of «afety will be achleved without
providiug 8 complete examination of the mentivned weld.
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151 RELIEF REQUEST 11R-26

Component: EJ-02-C020

Laterory -C
Pesgription: Invegrally Welded Attachments - 8 Lugs

y'rement: Section XI, Table IWC-250u-1, Item Number C3.20, ruquires
1002 aurflcn examinations of each integralily welded attachment as definea by
IWC-2500-5

Basis for Relief: The surfa.e examination of the subject integrully welded
atLactmenty (Jugs) are 242 obstructed on tvo (2) of the lugs. The
obstruction is a result of a permanent hanger tha! is used to support the
Residual Heat Removal (RHR) piping. The diagonal supports of this hanger
cross over the required inspection area on two of the lugy (reference Figure
2).

‘ 1 None; the Code required surface examination will be
completed to the saximum extent practical,

_ +  Liquid Penetrant examination showed no indications.
The preservice examinstion was uor subject to the obstruction described
above,

Evaluation of Plapt Safery: Strict ASME Section 111 guality controls were
used when designing, fabricsting and installing these lugs. Tn addition,
these lugs were liquid penetrant examined, with no irreqularities found,
The probabiiity of a8 flaw occurring in the area not being examined is
small., Most fucure indications of significant sive will be {ound hy
examination of the lugs &s they are now.

BaseC on the above, a satisfactory level of safety will be achieved without
providing a complete examination of tle mentioned lugs.
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181 RELIEF REQUEST I1R-27

Component: TEMOL-SEAM-3.W
Sateposx: C-A
Description: Boron Injection Tank Buttom Head to Shell Weld
t Section XI, Table IWC-2500-1, I1tem Number (1.20, rvequires
the weld plus 1/2* of the base metal on both sides of the weld be scauned as

shuwn by Figaure IWC-2500.1.

¢ The volumetric examinavion of the subject weld ie limited
in the following way:

BEAM TOWARD BEAM TOWARD

LI ITATIONS —SHRLL. o HEAD _

Weld Contiguration -572 -332

Leg Supports -221 ~253

Instrumentation Nozule - 41 - 52

Total Weld Coverage 171 in
The circumferential examinstion was 1001 limited due to the weld
ronfieurstion (reference  Figures 3A through 3D for the  percentage
breakdown) .

The transducers uved to examine Cast Stainlegn Steel (C85) material were too
lerge to maintain sufficient contact when running along the weld c¢rown.
However, Wolt Creek contends that other transducers may have maintained
better contsct along the weld crown, but would not have provided as un
erfective examination, This is because the transducers used tc axamine this
CSS marerial were designed specifically to enhance the flew detectiorn
cepabilities.

The tranvducer sine, frequency, damping, focusing, and wave mode were all
variahles optimized to provide the best response in this cosrse grain
material. When transducers deviate from this design and are used to send
sound inte C85 wmacerial, 4t 4y entirely probable that the returning
sound/signal h:s been so altered Ly che effects of scuttering that any flaw
indications wuld be masked by the nmnoise reflectlons caused by grain
boundaries.
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: None; the Code required volumetric examination will
be completed to the maximum extent possible,

' A complete ultrasonic examination was performed at
an angle of 09, The axisl and circumferential scans were limited in the
following way:

HEAD TO SHELL TO
SCAN METHOD e SHELL ~JEAD
Axial 4032 -901
Cdrcumferential ~40X -902

These inspections revealed no indications.

Evaluation of Plant Safety: Strict ASME Section 111 quality controls were
used when designing, f{abricating and installing these lugs. This weld was
ultrasonic inspected to the extent possible, with no irregularities found.

In addition vo ultrasonic examination, a System Pressure Test (STS PE-0A44A)
was perfurmed on the Boron Injection Tank in May of 1981, with mno
indications of leakage to the tank. the wupper head to shell weld
(TEMO1-SFAM-2-W) was ultrasonic inspected in Refuel Outage 3 in the axial
direction, with nc indications found.

Based on the above, o satisfactory level of safety will be achievel without
providing a complete examination of the '.entioned weld.
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Component: KEBBOLA-SEAM-1-W
Category: B-B
Description: Steam Generator "A* Tubesheet-to-Channel Head Weld

1 Section XI, Teble IWB-2500.1, Item Number B2.40, requires
1002 volumetric examination of the Steam Generator Tubesheet-to-Channel Head
Weld as defined by Figure IWB-2500-6

Basis for Relief: The volumetric examination of the subject weld is 22.41
obstructed by four (4) supports. The 60% axial scan on the tubesheet side
is 201 obstructed by the support flange. fhe obstruction vesults from
insufficient base metal between the weld and flange to complete¢ this angle
heam examination, There is approximately 12 obstruction due to weld taper
and the code dats plate. Reference Figure & for weld layout.

_ ion: None; the Code required volumetric examinacion will
be completed to the maximum extent practical.

) , : Ultrasonic scans at 09, 45° and 60° showed no
indications, These preservice examinations were subject to the obstructions
degcribed above.

Evaluation of Piapnt Safety: Strict ASME Section II1 quality controls wers
used when designing, fabricating and installing this weld. In addition,
this weld was examined using ultrasonic equipment, with no irregularities
found. The probability of 8 fiaw occurring only in one of these areas not
being examined is extremely smell. Most future indications of significant
size will be found by examination of the weld as it is now.

Based on the above, & satisfactory level of safety will be achieved without
providing & complere examination of this weld.
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181 RELIEF REQUEST 11K-.2%

Compopent: EBBOIC-SEAM-1.W
Category: B-B
Description: Steam Genersator "C" Tubesheet-to-Channel Head Weld

Codes Requirement: Section X1, Table IWB-2500-1, Item Number B2.40, requires
1002 volumetric examination of the Steam Generator Tubesheet-to-Channel Head
Weld as defined by Figure IWB-2500-6

i The volumetric examination of the subject weld is 22.42
obstructed by four (4) supports. The 60° exial scan on the tubesheet side
is 302 obstructed by the support flange. The obstruction results from
insuificient base metal between the weld and flange to complete this angle
beam examination. There is approximately 1I obstruction due wo weld taper
and the code data plate, Reference Figuce 5 for weld layout,.

1 None; the Code required volumetric examination will
he completed to the maximum extent practical.

ASME _Code Section III: Ultrasonic scans at 0°, 45° and 60° showed no
indications. These preservice examinations were subject to the obstructions
described above,

Evaluation of Plaut Safety: Strict ASME Section III quality controls were
used when designing, fabricating and installir. this weld. In addition,
this weld wro examined using ultrasonic eguipment, with no irregularities
found. The probability of a flaw occurring only in one of these areas not
beiag examined is extremely ¢mall. Most future indications of significant
size will be found by examination of the weld as it is now.

Based on the above, & satisfactory level of safety will be achieved without
providing & complete examination of this weld.
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131 RELIEF REQUEST 11R.29

Component: TRRO3-10B-C-W and TBRO3-10B.-D-W

Catesory: B-D
Description: Pressurizer Norzle to Pressurizer Vessel Head Welds

Code Regquirement: Secrion X1, Table IWB-2500-1, Item Number B3.110,
requires 1002 wvolumetric examination of the Pressurizer Nozzle to
Pressurizer Vessel Head Weld, as defined by Figure 1WB-2500-7,

Bagis for Relief: Pressurizer Nozele weld taper and base metal taper near
the nozzle causes the transducer to lift off. As a result, & portion ot the
weld required volume (WRV) receives no shear wave examication when using 459
and 60° angle beams. This was observed when examining Nozzle to Vessel
Welds TBBO3-10B-C-W and TBBO3-10B-D-W. For both welds, 157 of the WRV could
not be svanned using a 45° angle beam, and 11,51 of the WRV could not be
scanned uving & 60° angle beam,

3 : None; the Code required volumetric examination will
Le completed to the maximum extent practical.

: 1: Complete ultrasonic scans at 0%, &5° and 609 showed
geometrical indications only.

re Strict ASME Section III quality controls were
used vhen desipgning, fabr cating and inetslling these welds, In addition,
these welds were examined using ultrasonic equipment, showing only
geometrical indications. The probahility of a flaw occurring only in one of
these areas not being examined is extremely small, Most future indications
of significant size will be found by examination of the welds ss they are
now.

Baned on the above, a satisfactory level of sufety will be achieved without
providing a complete examination of the mentioned welds.
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181 RELIEF NEQUEST T1R-30
(Augmented)

Component: PBBO1B-FLYWHEEL

Category: N/&

Description: Reactor Coolant Pump "B" Flywheel

Code Reguirement: Augmented exanination for compliance with Regulatory
Guide 1.14 Reactor Coolant Pump Flywheel Integrity, section C.4 requires
surface examination of all erposed surfaces

ef ¢ The surface examitnation of the subject Flywheel is 31
obstructed by a seal ri~g that is located on the bottom side of the Flywheel
(reference Figure 6).

Tight clearances are required for seal ring location. Thie ring reduces the
vacuum effect produced by the rotating fiywheel in order to prevent oil from
being sucked out of the oil reservoir stand pipe. After the ring is setr, it
shou!d not be moved unless absolutely necessary.

: None; the Code required surface examination will be
completed to the maximum extent practical.

Gt i This iy the Preservice Inspection Examination. No
rejectable indications were found. There were four (4) smsll (1/16" and
less) rounded surface (penetrant exam) indications found in the lLore Area
and Keyways.

Evaluation of Plant Safety: The Flywheel was examined to the fullest extent
possible, utilizing UT, MT and PT examination meiliods. The probability of a
flaw occurring in the srea not being examined is extremely small.

Based on tha above, a satisfactory level of safety will be achieved without
providing a complete examination of the Flywheel.
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