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In reviewing the (omax I

Repors [PS-253, the irsle 2
cannecter cualifizasion is n Seccion .8 ¢f e r
Paragrazh 1 st2tes, in gars, hat: _ "connectors used on
Limerick senstrasicon ara siancarc cInnecilcs, cartifiad
vendars %9 maet sull reguirsments and not conta2in mercury.

C..." 1t does not 2sear that the extarnal cInnaciors have
seen qualified for the LCCA anvircnment.
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Discussions with site lizensse CA perscnnel 2nd Ticansee KO
engineering indicatas the licensae is aware of this and that
engineering has alrsady ccntacted the vender who is performing

additional qualification tasting of connecicrs.

This item is unresolvad pending NRC.review of tast cata.
(352/78-04-02) (353/78-92-C2)

Madi€icztian af Cantainment Structural Ssae] Box 3eams

An inspecsion was performad cf the activities relatad %o the medifi-
cation of strucsural stzel box beams located inside the crwell.
These modificasions carracted bezm width fabricaticn errers 2% It
beam ends connecting to the containment clevis imbeds.

The inspectsr found that Bechtel drawing C-375, Pevisicn §, provides
the Zesign details of the change 2 caorrect the width of the beams.
Detai) 4.2 snows 2 weld whicnh joins two plates at an unszecifies
angle. Mo dimensicns were sncwn on tne ¢rawing for the angle cf
£is.up or weld grocvecpening for the stecified fillet weid. The
inspector was informed that the contracior cansicers this to 5e 2
precualified weld joint cesign. Hcowever, A4S 0.1.1 Seczien 2.7,
"oetails of Fillet Welds" show fillet walds 2 Ze laoced plates
with metal-tc-metal contacs. A comparisgn of the designed weld €2
the cade descriptive and referenced weld sketches of Figure 2.7 in
the AWS Code shows that these welds do not meet the criseria for 2
prequalified weld joint and weouild recuire rewerk or qualificaticn.
As stated in paragrach 2.6.2 of the AWS Cece, “Jeint details may
desars frem details srescrited fn 2.9 through 2.14 and 10.13 only
if the srocosed joints and joint welding procacuras cemcnscrate
their adeguacy with the raquirements of 5.2 of this csde and their
canformance with the appiicadle provisicns of Sections 3 and 4."
This dsmonstration nad not teen performed.
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Cezail $ of tne sare drawing, 3echtal C-373, Revisicn 3, shews (he
use of filler nars %5 taka up scace for large weld gads. The AaS
Code scecifias z2r2ain rulas in the use of fillers as cescrited in
pare.8 2.4.3 ang Figyre 2.3.3. The #i11ars 33 cesigned do not meet

the requirsments cascrifed in the A4S Cece.

The two items cescrited azgvg acpear t be 2n itam of ngncsmoliance
gancernirg conss’ ST desiin deviasicns fremcualisy stancarss. n

Beview of Qualisy Zecsris

Two drywell box Seams Nos. &3 and 41 were randcmly salectad for a
review of the Quality related records for conformance 3 scecifica-
tions 8031-C-72 and £031-C-53 and A4S 01.1 welding code. The
records reviewed are listad baiow.

-= Statement c¢f conformance by the fabricator

ee Cartified Mill tast repcrt for (3) heats of ASTM 421 matarial
ee Certified Mill tas: repert for weid filler matarial

-« Magnetic particle insjecticn regorts

--  Ultrasonic test reports

= Surface preparaticn and painting reporis

-= Vendor Cualisy Control Inspecticn Record

No items of noncampliance wers identified.

Unresolved [sems

Unresclved isems are matters about which mere infermaticn is required
in order to ascartain wnether they are accestabie itams, {tams of
noncompliance, or deviatiens. Unresclved itams disclosed

during this inspectionare discussed in paragragh 7.




