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W&mﬁm: An announced inspection was conducted by the NRC's
Mobile Nondestructive Evaluation (NDE) Laboratory at River Bend Station, Unit !, during the
period May 4 through 15, 1991, (Report No. 50-458/92-14). The purpose of the Mobile
Nondestructive Examination (NDE) Laboratory is to nerform independent evalvations of
components, systems and welds to assure that NDE performed by the licensee is done in
compiiance with the requirements.

Areas Inspected: Selected areas of the reactor coolant injection (ICS), reactor water cleanup
system (WCS), residual heat removal system (RHS), feedwater system (FWS), safety relief valve
system (SVV), main steam system (MSS), stand by liquid control system (SLS), and the corntro!
rod arive system (RDS) were examined by the NRC utilizing various NDE methods as listed in
the attached tables. The licensee's procedures, in conjunction with NRC procedures, were used
for nondestructive evaluation. The licensce’s final evaluation reports were reviewed and
compared with the results obtained by the NRC.

Results: The inservice inspections, evaluated by the NRC, were thorough, detailed and in full
compliance with the requirements of the Federal Code and ASME Section XI. The program for
inspection is well mannad by professional and enthusiastic personnel and uses capable vendors
The individual inspections performed were conservatively executed and recorded in greater detail
than required by the code. This made for more precise analysis of indications along with
comparison against historical records.



1.0 INTRODUCTION

The Code of Federal Regulations, 10 CFR 50.55a requires that inservice inspections of safety
related equipment be performed to identfy any service related degradation of safety systems.
These insnections are required to be performed in accordance with the American Society of
Mechanical Engineers (ASME) Boiler and Pressure Vessel Code, Section XI for Inservice
Inspection. This inspection was made using the Mobile Nondestructive Examination (NDE)
Laboratory. The Mobile NDE Laboratory is capable of independently duplicating the
examinations required of the licensee. This provides the NRC with an overview of the licansee’s
inservice inspection (ISI) program and tests the adequacy and accuracy of the licensee's
Inspections.

20 INSERVICE INSPECTION PROGRAM REVIEW

The official inservice inspection program is the IS/ Plan Ist Interval Revision 03 issued
August 2, 1988 and approved by the NRC uader letter dated April 3, 1990. This program
includes thirteen {13) relief request: and forty nine (49) plan change notifications (PCN). In
order to keep the program current, River Bend is committed to revising the program after each
outage is completed. Thus revision 4 of the program was issued with 37 PCN's and the carrent
plan is revision S with 15 PCN's. After each revision of the plan a copy is sent to NRR for
approval. The ISI program has committed to ASME Section X1, 1974 Edition with Addenda to
Summer of 1975 for the selection of welds in the emergency core cooling system and residual
heat removal system as required in 10 CFR 50.55a (b) {2) (iv). The remainder of the prograr
along with ancillary procedures for NDE, conforms 1o ASME Section XI, 1980 Edition with the
Addenda to the Winter of 1981. The only exception to this commitment is the evaiuation of
intergranular siress corrosion cracking to ASME Section X1, 1583 Edition paragraph IWB 3640
with out any addenda. The program disaliows the use of automated ultrasonic equipment on
vesse! safe-ends smailer than 10 nominal diameter.

10  INDEPENDENT MEASUMEMENTS - NONDESTRUCTIVE EXAMINATION AND
QUALITY RECORDS REVIEW OF SAFETY-RELATED SYSTEMS

During the period of May 4 through 14, 1991, an onsite independent inspection was conducted
of the River Bend Station. The inspection was performed by NRC inspectors and NDE
personnel contracted by the NRC. The objectives of this inspection were to assess the ad2quacy
of the licensee's ins>rvice inspection and flow assisted corrosion (FAI") inspection program.

These objectives were accomplished by iridependently performing selected examinations required
of 1e licensee by regulations and codes.



4
11 Visual Examination (Inspection Procedure 5§7050)

Fifteen (15) safety related hangers were visually examined in accordance with NRC procedure
NDE-10, Rev. 1, Appendix B, and Gulf States Utility procedure (QCI-3.25: Visual Examination
V-3 Revision 7, dated 1/27/92. Visual examination was performed utilizirg QC documents,
isometrics and as-built drawings. Included in this inspection were ASME Class 3 hangers
selected from the SVV system and Class | hangers selected from the MSS system. The purpose
of this examination is to determine the general mechanical and structural conditions of
components and their supports, such as the presence of loose parts, deb”. or abnormal corrosion
products, wear, erosion, coriosion, and the loss of integrity at bolteu -, welded connections.

Thirty eight (38) safety related pipe weldments and adjacent base material (1/2 inch on either
side of the weld) were visually examined in accordance with NRC procedure NDE-10, Rev. |,
Appendix A, and River Bend procedure QCI-3.23 Revision 4, dated 10/5/90. Visual
examination was performed of pipe systems and attached components utilizing QC documents,
isometrics and as-built drawings. Included in this inspection were the samples listed in Table |
under section 5.0 of this report. The examination was performed spxcifically to identify any
cracks or linear indications, gouges, leakage, arc strikes with craters, or corrosion, which may
infringe upon the minimum pipe wall thickness. Mirrors, flash lights and weld gauges were
used, as required, to aid in the inspection and evaluation of the weldments.

Results: The welds were found to be in compliance with the visual standards applicable to theiwr
classification with good surface preparation and appearance. The hangers listed in Table 2 of
section 5.0 were in acceptable condition with no missing parts.

1.2 Liquid Penetrant Examination (57060)

Five (§) safety related pipe weldments and adjacent base material (1/2 inch on either side of the
wela) were examined using the visible dye, solvent removable, liquid penetrant method per NRC
procedure NDE-9, Rev. 0, in conjunction with the River Bend procedure QCI-3.13, Revision 6,
dated 10/5/90. For a listing of welds see Tatle 1 in Section 4.0.

Results: The results of the liquid penetrant examinatiors compared favorably with the results
re, orted by the River Bend subcontractor.

3.3 Magnetic Particle Examination (57070)

Seventeen (17) safety related pipe weldments and adjacent base matcrial {1/2 on each side of the
weld) were examined using the red dry powder magnetic particle method. The magnetization
was by induced field with a solid state yoke utilizing AC. NRC procedure NDE-6, Rev O was
used in conjunction with the licensee procedure QCI-3.12, Revision 5, dated Juiy 10, 1990. A
listing of the welds ¢xamined can be found in section 5.0 labic i.
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REVIEW OF SITE NDE PROCEDURES AND MANUALS
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GS-UT-W81-10

GuT v 1)

GS-UT-W81-12

GS-UT-W81-13

GS-UT-W81-P2

GS-UT-W81-P3

QC1-3.12

QCI-3.13

QCI-3.28
QCI-3.29

QCI-3.35

8

Ultrasonic Examination of Pressure
Retaining RPV Studs 2 inches or
Greater with Bore Holes

Ultrasonic Examination For Nozzle
Inner-Radius

Jltrason.c Examination For
Detection of Cracking in Alloy
182 Nozzle Weldments
Procedure for the Manual
Ultrasonic Examination of Weld
Overlay Repairs

Automs ' Ultraso..¢ Exam’nation
of Piping (P-Scan Detection)

Automated Ultrasonic Examination
Piping (P-Scan Sizing)

Magnetic Particle Examination (MT)
Dry Method

Liquid Penetrant Examination (PT)
Visual Examination VT-1
Visual Examination VT-2
Visual Examination VT-3
Visual Examination VT-4

Ultrasonic Examination of Similar
and Dissimilar Pipe Welds

Ultrasonic Thickness Measurement

Radiographic Examination
Requirements

Magnetic Particle Examination (MT)
Fluorescent Method

12/15/88

3/15/89

8/21/90

5/1/89

8/30/91

8/30/91

7/10/90

10/5/90
10/5/90
10/5/90
1/27/92
9/19/90

5/14/90

5/14/90

8/15/90

8/12/91
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QCl-3.38 Visual Examination VT-1 and VT-3 1 6/3/91
of Reactor Pressure Vessel (RPV)
Internals
QCI-3.39 Fluorescent Penetrant Examination 1 5/4/91
QC1-3.48 Manual Ultrasonic Examination for 0 3/15/92

Detection of Intergranular Stress
Corrosion Cracking

N315DWPO000] Equivalency Determination Between None None
Inspection Cables and the
Calibration Cable

N31SISI00006 Marking and Identification of None 7/13/84
Components for Inservice Inspection

NOOISI000001 Preservice/Inservice Inspection A 12/11/86
Ultrasonic Examination of BWR
Vessel Shell Welds

NOOTISI000002 Preservice/Inservice Inspeion None 12/11/86
Ultrasonic Examinatior. of Boiling
Water Reactor Safe End to Nozzie
Welds and Safe End to Pipe Weids

NOCTIS1000003 Inservice Inspe.i.on - Ultrasonic B 12/11/86
Examination of BWR Nozzle Inside
Radir- - tion from the Qutside
Surface
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AND WELDS INSPECTED BY NRC

NRC INDEPENDENT MEASUREMENTS
TABLE No. 1
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NRC INDEPENDENT MEASUREMENTS PROGRAM
HANGER/SUPPORTS
TABLE 2
IDENTIFICATION AC
C
IRHS*PSA2265A2 RHS | 2 X | STM TNL
IRHS*PSST2210A2 HRS | ? X . »
ISVV*PSSP3036A3 svv | 3 X DRYWELL
ISVV*PSSP3134A3 svv | 3 X . ’
ISVV*PSSP3223A3 svv | 3 X .
ISVV*PSSP3053A3 svv | 3 X ’ ’
ISVV*PSSP3046A3 SV | 3 X . .
ISVV*PSSP3135A3 svv | 3 X ’ I
ISVV*PSSP3208A3 svv | 3 X . i
ISVV*PSSH3207A3 svv | 3 X s .
ISVV*PSR3047A3 svv | 3 X , '
ISVV*PSR3108A3 svv | 3 X ' . %
| 1SVV*PSSP3107A3 SVv | 3 X ’ .
ICS*PSSHI0IA1-A s | 1 |x REFUEL j
IICS*PSSH3009A 1-B ICS 1 X FLOOR
IMSS*PSSP3001A1 MSS | 1 X o
IMSS*PSSP3013A1 MSS | 1 X $
IMSS*PSSP3011A1 MSS | 1 X iy i
IRHS*PSSH2019A2-A RHS | 2 X
IRHS*PSSH2019A2-3 X
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6.0 MANAGEMENT MEETINGS

Licensee management was informed of the scope and purpose of the inspection at the entrance
interview on May 4, 1992, The findings of the inspection were discussed with the licensee
representatives during the course of the inspection and presented to licensee mansgement at the
exit interview (see paragraph 7.0 fo: those who attended).

7.0  EXIT INTERVIEW
On May 15, 1992 an exit interview was held with iembers of the licensee's staff listed in
Section 8.0. At the meeting, the findings of the inspection were discussed with licensee's

management.

8.0  PERSONS CONTACTED

* D. L. Andrews Director Quality Assurance
* ]. B. Blakley Supervisor ASME IS
* W. G, Chatterton ISUQA
* R. K. Jackson ISUQA
* F.E, Lenox Jr. ISUQA
* M. W. Briley GSU/QC
* R. W. Wright Sr. GSU/ISVEC
* R. Carlyle GSU/QA-ISI
W. H. Odell Manager GSU/Oversight
J. C. Deddens Sr. Vice President
C. W. Walker Supervisor Quality Control
Nuclesr Reau C ot
[. Barnes Chief M&SP, RIV
L. Gilbert inspector

* Persons attending the exit and entrance meetings.




