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- Veri¥iec that weider was zriperiy gqualified

- Verified preneat and in:ergsss samperatures were cantrolled in
dccarcanca with precacurs (PI-AT-LH/CVN) reguirements

- Verifiad that quality csntrol insgectien and authorized inspec-
ter hold points were agherad %2

Ne items of ncncompliance wera ident:.fies far the above inspection.

Ouring tne abcve inspection the inspgectar noted that the oprosite weld
joint end prep (WA2) had to be modified (mitared) in the field for align-
ment purpcses. The inspector during his plant tour cbserved the final
tages of machining of the weld end gres on Octsber 16, 1979. During the
investigation of the varicus documen:i involved in this medification, the
inspector cetermined that the documents were issued after the machining
was practicaliy complets. The 3ecntal re-work notice P=725 was {ssuec on-
Ccicter 16, 1875, The General Eleciric (supplier of pipe spcol piece)
issued the fiald deviation dispesition request on Octster 16, 1879. The
inspector informed the licansee that this was cenirary to the G.E. speci-
fication 2242513, which requires G.E. approval prior ta re=-working. The
Ticensee stated that cne of their QA engineers zlso uncoversd this and
fssued 2 PECO audit finding report (number 2-225, dated Nctover 16,
1§78). The inspecicr infcrmed the licensee tnat this item is consicered

garescivec sending review By an NRC inspecsor of tne carrective accion S2ken

assure tnat the recguiraments of procedures, specifications and instruce
tions will Ze achered to for safety relztad activities insice the csntain-
ment. (352/7%-11-01).

5. Also curing the abcve inspectisn the inspector ncticed a non-
canformance (NCR) tag (#37%5) on a reactor recirculation restraint
located at azimuth SC° and elevaticn 278'. The tag stated that
there was a crack in the fillet wald (atiactment weld for restraint
to biclegical snield). The insgector reviewed the NCR report which
was validatac Ccicber 12, 1879 and held discussions with 2ecazal
welding engineer ana the piping foreman to cetermine the cause for
the crack. It was both of their cpinions that it was caused by
imgrooer sacuencing of the weld. The inspectar reviewed the weldor's
qualification ane found that he was preperly qualified on Octcher 3,

1879, for this welcing. It apoesars that this was his first precuction
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~21¢ onsite. Thz inssector informed tha licensaa that t-s AWS 0.1
Section 3.4 recuires that <he cantractor shall cavelss we'lding

sacuences wnich central distcriion and shrinkage. It is the licensee's

epinien tnat the cracking of weld was not due to seguencing of the
weld and tnat they are evaivating the cause. The licensee alsc
stated that the engineering disposition for the NCR (sixty cays frem
issue) will state the cause and ccrrective actien. The inspectsr
aiso stated that he is concerned, that since the welds for attaching
restraints to the biclcgical shield wall do not receive any non-
destructive examinations other than a visual (no magnification) that
there may be other cracks not detactable by the naked eve. This
isen is unrescived pencing review By the NRT insgectar the
licensee's corrective actions -(352/75-11-02).

Cbserved postweld heat treatment (PWHT) of feedwater weld joint
(DLA=107=1-7 to OLA-107-1=1 at FW #S0), tc cetermine that reguire-
ments of Bachte! Job Rule G-33 Revision 6 and ASME Code are adhered
to. The following activities were inspectec:

- Verified recorder (W361) was in calibration

- Observed placing of thermecouplies, installatien of heaters and
wrapping of insulation blankels

- Observed porticns of heat up rates holiding temperatures ancd
cocoldown rates

- Reviewed various types of documentaticn (worksrder, QC records,
recorder chart etc.) associated with this PwHT

No itams of noncempliance were icdentified.

d.

The inspector reviewed welider training records for the past three
months and complied a 1ist of weldors who are welding safety related
items where only a visual examinaticn is resquired. Two reacter
recirculation restraints were randomiy selectad where the welds
attaching the restraints to shield wall were made in accordance with
S8ecntel cdrawing C-S56 Revision 2 regquirements and accepted by
quality control. The restraints were at location azimuth 105° and
135° on the shieid wall and weids were accepted Sy QC on Octzder 17,
1878 and November 1, 1872, respectively. Nc weld defects were ncted
(inspector used 3x magnificaticn), however, the inspector notad that
the restraint at the 133° azimuth the vertical welds wers ground
while at 105° it was not. The inspector cuestioned the Sechtel QC
engineer what was tne maximum reinforcament allcwed by AWSD1.1 coce
and used for accaptance. He replied that cne-eighth was the require-
ment. The cocde agpears %0 be unclear and the licensee anc Becntal
are to evaluate what maximum reinforcament is allowea for this
particular joint configuration. This item is unresolved pending
review of coce and design reguirements (352/ d3).




