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Pericdically during the inspectiicn, tours were made of the Unit Nes. 1
and 2 primary reactor contiicments, the-reactcer buildings, the conirel
struceure, and surrcuncing yardsand sheps. The inspector examined
cempleted work, work in-pregress, cuality control activities, and ecuip-
ment storaga, hardling, and maintenance. He discussed the technical
ascects of the werk with craftsmen, superviscrs, and engineers to assure
work was being performed in accordance with recuirements.

During a tour of the centrol structure, the inspector observed 2

canle sray (143015), qutter (1€3C02), and conduit (1CHC38) installaticn

in the casle spreading rcom that may not satisfy estadblished separation
critsria. The cable tray and gutter will hcuse different divisicns of 1E
cahles. They are currently 1" 2part vertically. A cable exits frem

the top of the gutter and enters the cenduit. This will put the cable between
enclosed raceways, the cable tray and gutter. The cable will travel
acoroximately 8" in air before entering the cpen end of the concuit.

Thic kind of installation dces nct appear to be permitted by [EZZ-384

or the licensae's specification. The licansee currently plans to verify
cahle senaration compliance by final inspecticns. This item is unresoived
pending the establisiment of methods to make this and similar instaila-
tiens acceptable (352/82-03-01).

The remcte shutdewn panel 10C201 has an cpen botiom which provides
camunication between panel secticns and divisiens. This does not appea”
to satisfy [EZZ-384, paragragh 5.6.6 and 10CFRS0, Appendicies A and R,
for fire saparaticn. This item is unresclved pending verificaticn that
the 2ooropriate fire protection design criteria have been satisfied.
(352/82-03-02)

Previcus Inscectien Findinags

(Opan) Nencampliance (81-16-01)
Reference: Inspecticn Reperts €1-16 and 81-17

The main stezm isolation valve body cdstings do not appear to sasisty
she ASMZ Draft Code for Pumps and Valves (CCPV). The issues involved
and updated information are as follows:

(1) The walding procadure was not qualified for the post weld heat
sreatment (PWHT) temperzture range used. The OCPV, Sectien 314.1.6(c)-
recuires that repair welding procedures be cualified in accsriance
with the ASME IX Code. The ASME IX Code, Secticn Q-11,
paragraph V-8, recuires that the welding provecure be recualified {f
there is, “a change in the heat treating “temperature...” The
Qu <er Alloy Procedurs, QAP-420, for recair_welding was cualified
for a minimum PWHT temperature of 11009F. -That precedure alse iimits

" PWHT temperature %o a maximum of 13000F. The valve casting repair
welds ware PWHT/tampered at 13400F, .o
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Nondestrucsive testing was performed before heat trezthent.

The 0CPV, Secticn 314, recuires="lcn-destructive examinaticns...
shall Se perfcrmed after any heat treatments required Dy the
material specificaticn." The vaive was normalized en 12/20/71,
radiocgraphed on 1/18/72, and tempered on 2/12/72.

The feregeing items are contrary to 10 CFR 30.552 and 2 violatien.

(3) Repairs and heat treatments were not performed sacusntially in
accorcance with the procecure. The licansee procuced an Audit
Finding Sheet, AF No. 13, dated March 21, 15973, which shows that
the licensee's 2udit program identified that Quaker Alloy
Casting Company's repair weiding procecure was not qualified for
the thickness range for which it was being used. Based on this
finding and subsequent to fabrication, the casting manufacturer
apcended a Procedure Qualificaticn Record (PQR) to "Repair
Welding Procedure for Carben Steel Castings", QAP 4S0. This
weuld mean that the May 7, 1371, revision was in effect at the time
of manufacture. The ssquential requirements were not imposed
in this revisicn. This mattsr is resolved.

(4) Because of the number and apparent severity of the unresolved
jtems associatad with this finding, it appeared that there was a
significant breakdown in the licensee's quality assurance pregram.
It does not appear now that this is the case with the satisfactory
resclution of all but two items. This matter is resclved.

(Open) Nencempliance (352/81-17-02)

The review of Quality Contrel Inspacticn Record C-1415-4-1 disclosed that -
hold point inspecticns of full penetraticn groove weld preheat and {nterpass
temperature, paragragh 2.4.2 had not been performed for welds F7Gd4 17, 18,
18, 32, 33, 36, 37, 38, 43, 44, 45, 36, and 47. Project Special Provisicn
Notice PSP G-56.1, Revision 3, "Guality Contrel Insnection Plans”,

paragrtph 3.1.5, states chat inspection hold points are mandatcry and werk
shall net praceed beyond where tha degignated activity is no lenger
inspectable. This is a violatien.

Licensee's Action on IE Sulletins

The inspector reviewed the Ticensee's program for processing IE Bulletins,
He examined the documentatiocn supporting the status and/or cempietion by
Philadelphia Electric Company of actions to satisfy the NRC recuirements.
He sampled various decuments to verify compliance with the licensae's
procedure for procassing IE Sulletins, Appendix X cf the Quality
Assurance Plan.



