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U.S. Nuclear Regulatory Commission |

ATTN: Document Control Desk
Mail Station P1-137 ;

Washington, DC 20555

Subject: James A FitzPatrick Nuclear Power Plant
Docket No. 50-333 )
Proposed Alternatives in Accordance with 10CFR50.55a(a)(3)(1) for Reactor '

Pressure Vessel Shell Weld Examinations

Reference: NYPA letter, J Knubel, to NRC, " Proposed Alternatives in Accordance with
10CFR50.55a(a)(3)(i) for Reactor Pressure Vessel Shell Weld Examinations,"
(JPN-98-22) dated May 28,1998.

Dear Sir:

This letter transmits a request for NRC approval of an alternative plan, in accordance with
10CFR50.55a(a)(3)(i), for the Reactor Pressure Vessel (RPV) shell weld examinations,
pursuant to the provisions of 10CFR50.55a(g)(6)(ii)(A)(5). This letter revises a previous
submittal (Reference) that requested a deferral of the requirement to perform
circumferential RPV shell weld inspections for two cycles and contained an alternative plan
for performing the vertical RPV shell weld exams during the upcoming refuel outage (R13).
The proposed alternative for the RPV shell weld augmented examination specified in |

10CFR50.55a(g)(6)(ii)(A)(2), is to defer the examination one operating cycle based on the '

attached basis that shows an acceptable level of quality and safety will be provided. NRC l
approval of this alternative will allow the Authority to review and plan alternative methods !

that will allow greater access and inspection of the specified welds to satisfy the-
requirements to inspect essentially 100 percent of the examination volume of each RPV
shell welJ.

Attachment 1 contains the Authority's supporting justification and basis for the alternative
plan for the RPV shell weld examinations for the FitzPatrick plant. Review and approval of
this alternative plan is requested prior to October 15,1998,
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If you have any questions please contact Mr. Art Zaremba at (315) 349-6365.

Very truly yours,

1

' '

__

,

MICHAEL J. COLOM ;
'Site Executive Offic

|
i

cc: Regional Administrator i

U.S. Nuclear Regulatory Commission 1

475 Allendale Road
King of Prussia, PA 19406

Resident inspector's Office
James A. FitzPatrick Nuclear Power Plant
U.S. Nuclear Regulatory Commission
P.O. Box 136
Lycoming, NY 130931

Mr. Joseph Williams, Project Manager
Project Directorate 1-1
Division of Reactor Projects - 1/II
U.S. Nuclear Regulatory Commission
Mail Stop 14 82 i

Washington, DC |
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Background:

10CFR 50.55a(g)(6)(ii)(A)(2) states that all licensees shall augment their reactor vessel
examinations by implementing the examination requirements for Reactor Pressure Vessel
(RPV) shell welds specified in item B1.10 of Examination Category B-A, " Pressure
Retaining Welds in Reactor Vessel," in Table IWB-2500-1 of Subsection IWB of the 1989
Edition of Section XI, Division 1, of the ASME Boiler and Pressure Vessel Code, subject to
the conditions specified in 50.55a(g)(6)(ii)(A)(3) and (4). As stated in
10CFR50.55a(g)(6)(ii)(A)(2) for the purposes of this augmented examination, essentially
100 percent as used in Table IWB-2500-1 means more than 90 percent of the examination
volume for each weld. Additionally,10CFR50.55a(g)(6)(ii)(A)(5) requires licensees that are
unable to completely satisfy the augmented RPV shell weld examination requirement to
submit information to the U.S. Nuclear Regulatory Commission to support the
determination, and propose an alternative to the examination requirements that would
provide an acceptable level of quality and safety. The Authority is unable to obtain
essentially 100 percent of each weld without disassembly or removal of internal
interference, removal of permanently installed bio-shield, or modification of the inspection
equipment. Accessibility studies indicate that the RPV shell weld examination coverage
utilizing the GERIS 2000 equipment without RPV internal interference removal is a total of
approximately 51 percent for the vertical welds, and only 33 percent of the vertical weld
length in the belt-line region. The Authority's intention is to review and evaluate methods
to allow accessibilitv to greater than 90 percent of the vertical RPV shell welds in the belt-
line region. The alternative plan would allow time for review and evaluation of alternatives
that could provide greater vertical weld examination coverage and ensure an acceptable
level of safety and quality. The alternative plan, however, would exceed the time
provisions, for completion of the augmented exams, specified in 50.55a(g)(6)(iiliA)(2) and
(3).

The purpose of this letter is to request approval, pursuant to provisions contained in
10CFR50.55a(a)(3)(i), of an alternative plan for performing the reactor pressure vessel
(RPV) augmented examination requirements of 10CFR55a(g)(ii)(A)(2) for the James A.
FitzPatrick Nuclear Power Plant. The Authority's alternative plan would defer the
augmented exams to refueling outage 14 (currently scheduled for 4"' quarter 2000). The
Authority will evaluate methods for performing RPV vertical weld examinations to the
maximum extent possible and provide greater than 90 percent coverage of the vertical
welds in the belt-line region, and incidental coverage of 2-3 percent of the intersecting
circumferential welds. Further examination of the circumferential welds would depend on
NRC review, resolution, and approval of the Boiling Water Reactor Vessel and internals
Project (BWRVIP) recommendations contained in "BWR Reactor Pressure Vessel Shell Weld
Inspection Recommendations," BWRVIP-05 (Reference 1). This is consistent with NRC
Information Notice 97-63, Supplement 1. The Authority endorses the current BWRVIP
recommendations contained in BWRVIP-05. If the recommendations of the BWRVIP are
changed during the approval process, the Authority will reevaluate the planned scope of

| examinations described in this attachment in relation to conformance with the approved
guideline.

,
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A. COMPONENT IDENTIFICATION:
4

ISI Class 1, Code Category B-A, " Pressure Retaining Welds in Reactor Vessel", item B1.10,
"Shell Welds".

B. EXAMINATION REQUIREMENTS:
1

10CFR 50.55a(g)(6)(ii)(A)(2) states that all licensees shall augment their reactor vessel
examinations by implementing the examination requirements for Reactor Pressure Vesseli

* (RPV) shell welds specified in item B1.10 of Examination Category B-A, " Pressure
Retaining Welds in Reactor Vessel," in Table IWB-2500-1 of Subsection IWB of the 1989
Edition of Section XI, Division 1, of the ASME Boiler and Pressure Vessel Code, subject to
the conditions specified in 50.55a(g)(6)(ii)(A)(3) and (4). As stated in
10CFR50.55a(g)(6)(ii)(A)(2) for the purposes of this augmented examination, esser,tially
100 percent as used in Table IWB-2500-1 means more than 90 percent of the examination
volume for each weld. Additionally,10CFR50.55a(g)(6)(ii)(A)(5) requires licensees that are
unable to completely satisfy the augmented RPV shell weld examination requirement to
submit information to the U.S. Nuclear Regulatory Commission to support the i

determination, and propose an alternative to the examination requirements that would
provide an acceptable level of quality and safety.

C. ALTERNATIVE TO THE EXAMINATION REQUIREMENTS

The alternative plan would defer the augmented exams to refueling outage 14 (currently
scheduled for 4"' quarter 2000). The Authority will evaluate methods for performing RPV
vertical weld examinations to the maximum extent possible and provide greater than 90
percent coverage of the vertical welds in the belt-Jine region, and incidental coverage of 2-
3 percent of the intersecting circumferential welds. Further examination of the
circumferential welds would depend on NRC review, resolution, and approval of the Boiling
Water Reactor Vessel and internals Project (BWRVIP) recommendations contained in "BWR
Reactor Pressure Vessel Shell Weld Inspection Recommendations," BWRVIP-05. The

- proposed deferralis an alternative to the augmented examinations for RPV shell welds
specified in 10 CFR 50.55a(g)(6)(ii)(A)(2).

I
D. BASIS FOR ALTERNATIVE PLAN:

'

The Authority is unable to meet the greater than 90 percent coverage requirement for each
weld due to internalinterference of the JAFNPP reactor vessel components and the
examination equipment's lower scan limitations. The alternative proposed in Reference 2
was to perform an examination of the RPV shell welds to the maximum extent practical
from the inner diameter (ID), within the constraints of vessel internal interference.
Accessibility studies (Reference 3) of the JAFNPP RPV have determined that the accessible
area for volumetric examinations from the ID will allow coverage of approximately 60
percent of the cumulative length of the shell welds (vertical and circumferential welds).
This would have only allowed coverage of approximately 33 percent of the cumulative
length of the vertical welds in the belt line region. Further examination from the ID is not
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possible without disassembly of vesselinternal components. This alternative will allow for
review and planning of methods to allow greater access and inspection of the specified
welds.

The industry basis document, BWRVIP-05, considered several issues related to BWR RPV
integrity to provide a basis for eliminating the requirement to perform circumferential welds )
and the performance of only 50 percent of the vertical RPV shell welds. These issues |
included fabrication practices, inservice inspection data, operational issues, degradation l
mechanics, and probabilistic fracture mechanics analysis results. As stated in the report i

"Results of the evaluation performed in this report clearly demonstrate the inherent safety I
and integrity of BWR reactor pressure vessels." The following basis uses a similar
approach to justify deferral of the required examinations to RO-14.

Previous Shell Weld Examinations
|

l

During the f abrication process of the RPV, all of the shell welds were thoroughly examined !
1using several examination methods as required by the original construction code.

Additionally, all of the shell welds received volumetric examinations prior to initial plant
operations, as prescribed by ASME Section XI pre-service inspection requirements.

Selected shell welds have received outer diameter (OD) volumetric examinations during the !
first and second inservice inspection interval in accordance with ASME Section XI inservice i

inspection requirements. Only minor non-crack indications were identified during the first |
and second interval examinations. The indications were found acceptable for operation.
The extent of the second interval OD weld examinations and the indications identified were
transmitted to the NRC via NYPA letter (JAFP-98-0292), from Michael J. Colomb, to NRC,
dated September 10,1998. A sketch of the previous OD exam locations was also
included.

Industrv Results of oast exams:

The following infotmation contained in the table was provided by General Electric to show
results of previous exams performed at BWRs. The results show that significant
indications are not prevalent in the RPV shell welds for the industry as a whole and those
found were determined to be acceptable for operation.

Page 3 of 10
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Total BWR RPV Shell Welds Examined by General Electric (GENE)

Welds with
Indication No. of Indications

No. Welds Exceeding Exceeding
RPV Weld Type Examined IWB-3510 IWB-3510

Circ Weld ID 31 4 15

Vert Weld ID 80 1 1

Circ Weld OD 66 0 0

Vert Weld OD 209 2 2

Total 386 7 18 |

l

The ID exams found 16 indications total, located in 5 welds. The ID indications were !
found in B&W constructed vessels, BWR-4 plants with 22 years of operation. The OD
exams found 2 indications in 2 welds. Both indications were found in CE constructed
vessels, BWR-4 plants with 19 and 25 years of operation. All indications were determined
to be construction related, evaluated to IWB-3600 and accepted for operation. FitzPatrick |
has a Combustion Engineering (CE) constructed vessel with approximately 22 years of
operation.

Neutron Fluence / Embrittlement:

As published in the August 1992 Federal Register under supplementary information
regarding the final rule, the NRC position with regard to augmented examination of reactor
vessel shell welds is based on an embrittlement concern (in addition to stress corrosion l

Icracking and service induced cracking) stemming from irradiation material test results
which show that certain reactor vessel materials undergo greater radiation damage than
previously expected.

The BWR Vessel and Internals Project report (BWRVIP-05), dated September 1995, stated
that " Embrittlement issues are addressed in 10CFR50 Appendix G through requirements
associated with upper shelf energy (USE) and the reference temperature of nil-ductility
transition (RTuo7). In order to account for the effects of embrittlemert, adjusted reference
temperatures (ARTS), defined in the initial RTnor plus the irradiation shift for fluence, are
determined. It is possible that ARTS may result in pressure-temperature testing criteria
that are difficult to meet due to increased temperature requirements. However, due to low
BWR fluence, an unacceptable ART will not be reached, even when extended life is
planned." Also, the report states that "In addition to increasing RTwor the USE of low alloy
steel materials decreases with neutron exposure. However, for the relatively low fluence
BWR, maintaining a USE above 50 ft-lbs is not a concern. Also, Code margins required by
appendix G are satisfied at USE values as low as 35 ft-lbs and thus is not a safety
concern. Based on the above, it can be seen that although irradiation embrittlement of
materials can be a significant concern, its effect is minimal for the relatively low fluence
environment of a BWR."

Page 4 of 10
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Probabilistic Fracture Mechanics (PFM) Analvsis,1
i

Although BWRVIP-05 provides a technical basis for this relief, an independent NRC risk
informed assessment of the analysis contained in the BWRVIP-05 report was conducted.

| The independent NRC assessment used the FAVOR code to perform probabilistic fracture
! mechanics (PFM) analysis to estimate RPV failure probabilities. Three key assumptions in
L the PFM analysis are: the neutron fluence was estimated to be end-of-license mean
} fluence, the chemistry values are mean values based on vessel types, and the potential for

beyond design basis events is considered.

The following is a statement contained in the " Executive Summary" of the "NAC Staff
| Final Safety Evaluation of BWRVIP-5 Report (Reference 6). "It should be noted that the

failure frequency for axial welds cited above are relatively high, but that there are known
,

conservatisms in these estimates. For example, these analyses were based on the
assumption that the flaws in axial weld with the limiting material properties and chemistry
are alllocated at the inside surface of the BWR RPV and at the location of peak end-of-
license (EOL) azimuth fluence. Since flaws are distributed throughout the weld and EOL

' neutron fluence will not occur for many years, the staff has concluded that the present
RPV failure frequency is substantially below that reported by the BWRVIP, and
independently calculated by the staff, and is not a near-term safety concern."

The following information is provided to show the conservatism of the NRC analysis for
the FitzPatrick plant at an estimated 19 EFPY. Changes in RTuor may be used as one of |

| the means for monitoring radiation embrittlement of reactor vessel materials. For plants |
with RPVs fabricated by Combustion Engineering (CE), the mean end-cif-license neutron I!

fluence (32 EFPY) used in the NRC analysis contained in Reference 5 was 0.15E+ 19
2nicm . However the highest fluence anticipated for FitzPatrick NPP at the end of the next

2
; two operating cycles (19 EFPY) is 9.56E+ 17 n/cm . The projected fluence for the
| FitzPatrick plant for 19 EFPY (October 2002, an additional 2 years past the requested

deferral period) is considerably less, with regard to the effect of fluence on embrittlement,'

than the NRC analysis.

Stress Corrosion Crackina (SCC):

As stated in BWRVIP-05, SCC has been a concern in austenitic stainless steel piping, SCC
in the Vessel has been limited to high carbon stainless steel components, creviced
stainless steel or nickel based alloys, areas of extreme cold work in cladding, and alloy 182
vessel attachment welds. Due to the absence of high stress fields, the low alloy steel of
the BWR vessel is resistant to SCC. As stated above, SCC has been observed at vessel
attachment welds, however, growth into the low alloy steel has been limited to the area of
high stress such as nozzle safe ends.

i

!

i
'

<

I
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For FitzPatrick, visual exams of attached welds performed over the last 2 outages (RO-11
and 12) have resulted in no significant indications. The results infer that lack of
indications in the higher stress areas indicate that it is unlikely that stress corrosion
cracking would have developed in the low stress area of the RPV vessel welds.
Attachment 2 contains the results of visual exams performed on various attached welds
over the last 2 outages.

Also, the BWRVIP-05 report states that significant service induced cracking which has
occurred in large vessels designed and fabricated to the ASME Code has been limited to
PWRs. No instances of significant service induced cracking of BWR pressure vessellow
alloy material have been identified.

Cold Over-Pressurization: I

Background:

At an industry meeting on August 8,1997, the NRC indicated that the potential for, and
consequences of, non-design basis events not addressed in the BWRVIP 05 report should
be considered. Later, in a Request for Additional Information (RAl) to the BWRVIP, the j

NRC requested that the BWRVIP evaluate the potential for a non-design basis cold over-
pressure transients (Reference 4) and responded to in BWRVIP letter to NRC dated
December 18,1997 (Reference 5). The NRC also considered beyond design basis events, |

such as low temperature over-pressure (LTOP) events in their PFM analysis, in the
BWRVIP response to the RAI the total probability of an occurrence of cold overpressure for |

BWR-4s was reported as 9E-4. )

It was concluded that it is highly unlikely that a BWR would experience a cold over- I

pressure transient. In fact, for a BWR to experience such an event would generally require
i

several operator errors. The NRC described several types of events that could be !
precursors to BWR RPV cold over-pressure transients. These were identified as precursors
because no cold over-pressure event has occurred at a U.S. BWR. Also, the NRC identified
one actual cold over-pressure event that occurred during shutdown at a non-U.S. BWR.
This event apparently included several operational errors that resulted in a maximum RPV
pressure of 1150 psi with a temperature range of 79 F to 88 F.

For the FitzPatrick plant, the probability for a cold over-pressure event would be lower than
that reported above due to the short amount of time that the plant will be in a cold
condition over the next cycle compared to that over the license of the plant. The plant is
on a 24 month cycle, and does not have a planned outage to a cold condition during the
next cycle. The following addresses the high pressure injection sources, administrative
controls, and operator training regarding a cold overpressure event for the FitzPatrick plant.

Page 6 of 10
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Review of Potential High Pressure injection Sources:

The high-pressure make-up systems at FitzPatrick (i.e., the Feedwater, High Pressure
Coolant injection (HPCI), and the Reactor Core Isclation Cooling (RCIC) systems) are steam
turbine driven. During reactor cold shutdown conditions, no steam is available for
operation of these systems. Therefore, it is not plausible for these systems to contribute
to an overpressurization event while the unit is in cold shutdown.

During reactor cold shutdown conditions the condensate booster pumps are normally
maintained in the " pull-to-lock" position and the feedwater discharge isolation valves are
normally maintained in the closed position. It would require several Operator errors and
breakdowns in the work control process to inadvertently start a condensate booster pump
and inject into the vessel. As discussed below, operating procedural restrictions, operator
training, and work control processes at JAFNPP provide appropriate controls to minimize
the potential for RPV cold over-pressurization events.

During normal cold shutdown conditions, RPV level and pressure are controlled with the
Control Rod Drive (CRD) and Reactor Water Cleanup (RWCU) systems using a " feed and
bleed" process. The RPV is not taken solid during these items, and plant procedures
require opening of the head vent valves after the reactor has been cooled to less than
212 F. If either of these systems were to fail, the Operator would adjust the other system
to control level. Under these conditions, the CRD system typically injects water into the
reactor at a rate of <60 gpm. This slow injection rate allows the operator sufficient time
to react to unanticipated level changes and, thus, significantly reduces the possibility of an
event that would result in a violation of the pressure-temperature limits.

The Standby Liquid Control (SLC) system is another high pressure water source to the
RPV. However, there are no automatic starts associated with this system. SLC injection
requires an Operator to manually start the system from the Control Room or from the local
test station. Additionally, the injection rate of the SLC pump is approximately 50 gpm,
which would give the Operator ample time to control reactor pressure in the case of an
inadvertent injection.

Pressure testing of the RPV is classified as an " Infrequently Performed Test or Evolution"
which ensures that those tests receive special management oversight and procedural
controls to maintain the plant's level of safety within acceptable limits. The pressure test
is conducted so that the required temperature bands for the pressure increases are
achieved and maintained prior to increasing pressure. During performance of an RPV
pressure test, level and pressure are controlled using the CRD and RWCU systems using a
" feed and bleed" process, increase in pressure is limited to less than 30 psig per minute.
This practice minimizes the likelihood of exceeding the pressure-temperature limits during
performance of the test.

Procedural Controls / Operator Training to Prevent Reactor Pressure Vessel Cold Over-
Pressurization:

Page 7 of 10

!



. . - ._. .- - .. - -. -. - --. .. --

-
.

Attichm:nt 1 to JAFP-98-0316

RELIEF REQUEST NO.15

* '

. .

| Operating procedural restrictions, operator training, and work control processes at JAFNPP
| provide appropriate controls to minimize the potential for RPV cold over-pressurization

events.

|

| During normal cold shutdown conditions, reactor water level, pressure, and temperature
are maintained within established bands in accordance with operating procedures. The
Operations procedure governing Control Room activities requires that Control Room
Operators frequently monitor for indications and alarms to detect abnormalities as early as
possible. This procedure also requires that the Shift Manager be notified immediately of
any changes or abnormalities in indications. Furthermore, changes that could affect

i reactor level, pressure, or temperature can only be performed under the knowledge and
direction of the Shif t Manager or Control Room Supervisor. Therefore, any deviations in

: reactor water level or temperature from a specified band will be promptly identified and
I corrected. Finally, plant conditions and on-going activities that could affect critical plant

parameters are discussed at each shift turnover. This ensures that on-coming Operators
are cognizant of activities that could adversely affect reactor level, pressure, or
temperature.

Procedural controls for reactor temperature, level, and pressure are an integral part of
Operator training. Specifically, Operators are trained in methods of controlling water level
within specified limits, as well as responding to abnormal water level conditions outside
the established limits. Additionally, Control Room Operators receive training on brittle

| fracture limits and compliance with the Technical Specification pressure-temperature limits
curves. Plant-specific procedures have been developed to provide guidance to the
Operators regarding compliance with the Technical Specification requirements on pressure-
temperature limits.

During plant outages the work control processes ensures that the outage schedule and
changes to the schedule receive a thorough shutdown risk assessment review to ensure
defense-in-depth is maintained. At JAFNPP outage work requests are scheduled by the
work control center. Senior Reactor Operators assigned to the work control center provide
oversight of outage schedule development to avoid conditions which could adversely
impact reactor water level, pressure, or temperature. From the outage schedule, a daily
schedule is developed listing the work activities to be performed. These daily schedules
are reviewed and approved by Management, and a copy is maintained in the Control Room.
Changes to the schedule require Management review and approval.

During outages, work is coordinated through the work control center, which provides an
additional level of Operations oversight. In the Control Room, the Shift Manager is
required, by procedure, to maintain cognizance of any activity that could potentially affect
reactor level or decay heat removal during refueling outages. The Control Room Operator
is required to provide positive control of reactor water level and pressure within the

| specified bands, and promptly report when operating outside the specified band, including
| restoration actions being taken. Pre-job briefings are conducted for complex work
| activities, such as RPV pressure tests or hydrostatic testing that have the potential of
!
t

:

I
t
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! affecting critical RPV parameters. Pre-job briefings are attended by cognizant individuals
involved in the work activity. Expected plant responses and contingency actions to,

| address unexpected conditions, or responses that may be encountered, are included in the
i briefing discussion.

; Conclusion
i

| Deferral of the RPV shell weld exams for an operating cycle to ensure greater weld
! examination coverage will ensure a high degree of quality and safety. Based on the

documentation in the BWRVIP-05 report, the risk-informed independent assessment
performed by the NRC staff, the lower neutron fluence, the less challenging design and:

| operational loading for BWRs, the quality of the original vessel fabrication, the lack of
significant degradation mechanisms, the results of the previous vessel examinations, and
controls to prevent a cold over-pressure event, the Authority believes a deferral in
completing the inspection of the RPV shell welds until RO-14 provides an acceptable level
of quality and safety.

E. ALTERNATIVE EXAMINATIONS:

The JAFNPP alternative plan would require the deferral of the augmented exams to
refueling outage 14 (currently scheduled for 4th quarter 2000). The Authority will evaluate
methods for performing RPV vertical weld examinations to the maximum extent possible

; and provide greater than 90 percent coverage of the vertical welds in the belt-line region,
| and incidental coverage of 2-3 percent of the intersecting circumferential welds. Further
| examination of the circumferential welds will depend on NRC review, resolution, and
! approval of the Boiling Water Reactor Vessel and Internals Project (BWRVIP)

recommendations contained in "BWR Reactor Pressure Vessel Shell Weld Inspection
Recommendations," BWRVIP-05. If the recommendations of the BWRVIP are approved,
the Authority will evaluate the planned scope of examinations in relation to conformance
with the approved guidance.
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I
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l

VISUAL REANTNATION OF THE REACTOR YESSEL INTERNA!E AND WELDED ATTACHMENTS

- DATA SHEET 9 - VESSEL ATTACHMENT WELDS

*

1xas Category B - d - 2- Direct Visual //8 Remote Visual v''

Surf ce Preparation Methods / Tools used .NA #/#

Illumination Nethod used (2 2 40 ido r< L.wr r di Em' f/z) s** i Luca rr C try.izsu

Direct / Remote Equipment usedfRov) ca neu sysrs x/ssriacaimsr Erti. seso
' pratortes j'

1. Cuide Rod Brackets (2) 0 des A/.7 M us' o - 180 deg A/. Re c. /.e .

2. Dryer Support Brackets (4) 4 deg AI, Pse. le . 94 deg A/. P<a /n o .
184 deg M. 9.e No. 274 deg AL Pee sao.

3. Dryer Hold Down Brackets (4) 41 deg d.' fe e'o . 138 deg d. , 2, ' .

221 des A/.e Ere'o. 318 deg nl. , ea d.

4. Surveillance tiample Holder Wall Brackets (6)
uperx t eart

30 deg Pirrise suo A e Cavo TucA Ad Aid. /up.

120 deg A/, sec. tuo . /4 /rge. iso .

300 deg firvrar u s l.a esas cuara x/. Ere. suo

5. Shroud support place to vessel weld #N M-9 ~2 ed $< 4c '9u>8s itdd sein
'

_ _m-

6. Shroud gusset to vessel weld is* 4s,t vrt i3st ess' ie5* ::5* zcs* sis 34s* N. Pa:.l.o .
. es er ,s * s sr* oss is s

7. Shroud gusset to shroud support plate weld zar* rsr* sis- Jes* a/. #se. /,,o .

Heats Does N Meet A '/4 ASME Section XI Requirements
Q os + v$ tw s-st,, os .t,.e eo

,

Examiner WAL - invet 27 Date n -r-er.

p ,f. ; ;~ y g t 3 u . . < >v s m,qjj. ..<g
-

ReviewerO /L1' . - - Invel d Date < 2 -72 -f v
f y*/ f / Q s a # z 'a'- 3. . r;/e

.

ANII. A I M Date /- ## FJ '.-

6 M MiaeT /_ e. vr t. pis 7-E

U dfb -zzz a/s/ey
t

|

(,
'_ D ,

mC r]er e . f /2/.g ifffn

tal. CA tt trLL % tL /r s * 9'

.) . it I LL ene.t *f* /E*1= TAI
r n iis s/s A /4

s''{ s- , . (, -L b . - 5 s '' C - g d(srC & C Nf
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'

NEW YORE POWER AUTHORITY NDEP: 9.5-6
"

DATE: 11/07/94

NONDESTRUCTIVE EIANINATION PROCEDURE REVISION: 4
*.' . .

ATTACHMENT 4.3

VISUAL EIAMINATION OF THE REACTOR TESSEL INTERNALS AND WELDED ATTACHMENTS

DATA SHEET 4 - FEEDUATER STSTEM |
|

Exas Category S #~/ Direct Visual dMT Remote Visual X

Surface Preparation Methods / Tools used Nt. 4/4

Illumination Method used 4) 40 err t,(s er

Direct / Remote Equipment used Av w/Res clo c4-sm srs u m
i

yr'* / sicr * ar r' eer- \IDOP A IDOP E I

~

1. Condition of Sparger U.v f>< . . sa da. W A/.e Ps, * o . - <re. eso.
V) f*M

2. Nozzle Welds Alo r (?na.p.,;_ .gr. ar a sus 4e gaa .o . po ne. rao.

3. Condition of
Support Brackets Al f,e.lae. se d*. /e Al. R ,,. /u . s+ 4/c. ee.

4. Support Bracket
Tack Melds A, 2,t.luo. Lege. iso. Al, Pse. Ia . S' He. tao.

5. End Brackets & Welds d, Esc. /us . s* M t <=w. Al, Pne . /,,o. e>Mc.ee.

6. Junction Box & Welds Al< e fee o //4 AI,r Ps.<o . de,

7. Nozzle (Nureg 0619) M. kca. /u o se det. es# ,Al, Esc. las . No 4t*. te.

8. Others a/A sh ah #/4 )
.

/>Meets es Not Mee ## ASME Section XI Requ'rements,

Y If /X fExaminer i Imvel -m Date als/M,-f ,. -

Reviewer /
.

Level Date 4- V- J'

AN11.Y /~ 2 6 - S.) ~
A p . (d ,. i .Date a r G% )1 r-a <n- t e~ z:-

,

, a, , ,,.m ,s , e. , um . o s ~ ,. ,,u-
s. . v r e % ss, c. wars /. o.s : .o

i

|

.Atw /-r/c dat ix Axidan s d 'WM' t h'fL # & fL' '' '' $
, n o v., x a-u.n
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F8GURE 7 - FEEDWATER SPARGER NDEP 9.5-6
ATTACHMENT 4.3
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'

mzw TORK Puuzz AUTuoEITY NDEP: 9,5-6'**

DATE: 11/07/94
~

NONDESTRUCTIVE IIAMIRATION FROCEDURE REVISION: 4
* '

. .

ATTACHMENT 4.4
.

VISUAL EIANTMATION OF THE REACTOR YESSEL INTrema n AND WELDED ATTACHMENTS

DATA SHEET 5 - CORE SPRAT STSTEM

6 - d' # .//1- d> - B Direct Visual *M' Remote Visual 7Exam Category

Surface Preparation Methods / Tools used NA +M

Illumination Method used (d do veer bears [,< Psaur. Ce so ss 4.a u rs f,E7Vst6=

Re s 6 to (es as r,J ! 14/ss rwas,sseDirect / Remote Equipment used erv-saso
/

Core Sorav Pinine IDD,f A LOOP B

1. "T" Box Welds A/4/ #4/

2. Support Brackets & ^/ K # A/41
_

Tack Welds
.

3. Piping to E1 bow Welds Alf 1 ^/f f

4. Piping to Sleeve Welds ale l Alf i

5. Downconer to Pup Piece NA A/l i

Weld (includes clamp repair)

6. Thermal Sleeve Welds uti de/

Snarrer

7. Junction Box Wald e/A / d4/

8. Support Brackets 'dA/ Nti

9. Nozzle Welds NR / Nei

10. End Plug Welds (ffi N4/

11. Others Ce aorests osoe mAers ex spsrcrf Pspos/a . A/A/

Meets [ Does Not Meet ~ /4 NRC IE Bulletin 80 13 .,

Examine II# # 14 vel X /Z~ Date / r.n/ 0'' 'd''- '

Revieve d -'Yv-teve1 % % Date C M 'M-16'

/
-

i - , ,

AN11/IAWWWd,s -,

(k'",')Date '- ' S- fJ . =
*~~

I ~
t< '"

1 r w . a ...t b; . ... - z a -v -
Jootria.sst. ' Csa rrince . If. //smaaso l a a. % canc so se-14
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0 REACTOR PRESSURE VESSEL INTERNAL VISUAL EXAMINATION DATA SHEETGE NucirrErcrgy
page sof $6

. . ATTACHMENT #2
PLANT: UNIT: OUTAGE: IDENTIFICATION OF COMPONENT (S) EXAMINED:

,

kmes A. 1 RFO 12 VT-3 - Guide Rod @ 0* \
Fitzpatrick |
St: tion !

1
TECHNIQUE EQUlPMENT LIGHTING TOOLS RESOLUTION

'

X IWADTE X ROIA0TE SNv WID00 X 64 NffENWTY O FLOATBox X VT.1.1 rat"UNE
O OftBCT C REMOTECOLORVIDEO O FLASHLIGHT O ase0Cul#tS X 0 001* WIRE

D MutROR O AdSENT C OTHER O 0.0000* WWIE
O MAGNIFIER O OTHER N/A O VT4
O OTHER O OTHER

Reference (s)/ Cross Reference ()s TAPE NO. 9&O2, OM00 TO 0249, G.E. DRAWING 117C1480 (JAF FILE 5.11 15A)AenwDufr # &~- M-m2 W A&M /
'

EXAMINATION CHECKLIST EXAMINATION RESULTS /
DESCRIPTION REMARKS

Canauon of bradiet to vemess was usM. O JL NRI

Generalconeuen of spor guWe red bredet. O ' X NRI

Coneuen of plug mew. O X NRI PLUG WELD VERIFED PER REF. DRAWING
j

General canomen of gues fod indueng lower pliq; eret brechet asemanent to ' hnsuen UQ WELD VEftIFED PER REF. DRAWING MACHINED FLUSH NOT VISinLEs

Rocard the gmes rod aminedh suunesse. O X tell GUIDE ROD e D*

enec to wsma -

pa se /" /PN / -

k8
== =e- ,_ e . ..e

""
.3

]|J
| L- go::

i

L WMA |
i i e = =i s ,_,I .

J|I / LJ"

J L se . - .ae J-

"""
ta=. w.c noe =< ouve

| M -

f C"._.".c*.r] AJH /f/17Ai=.y,, mg r, -

uma maa == ew o9

ng no Rev // ff,

f /

c's S?n f
Independent Review Signature KA 0 % Ifi l/9/e

i **v osie

w f DeteI [. KILLO AN R.S. BARN A. Nil Re T

( d -% /f/VT Level _lj_ Date 11/3/96 VT Level ill Date 11/5/96

Sketches are provided for convenience purposes only and inny not represent actualplant configuration and are not to scale.
Document *
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REACTOR PRESSURE VESSEL INTERNAL VISUAL EXAMINATION DATA SHEET
4

. GE NuclearEn:rgy
Procedure No. VT-FPK-202V1, Revisioni Page *'of 4

'

. .

Attachment 7 - Feedweter Sparger - 135*.

PLANT: UNIT: OUTAGE: IDENTIFICATION OF COMPONENT (S) EXAMINED:

kmes A. 1 RFO 12 VT-3 - Feedwater Sparger @ 135*
Fitzpatrick
Station

TECHNIQUE EQUIPMENT LIGHTING TOOLS RESOLUTION
X 1W1075 X REIA0TE B4W VIDEO X 9GINTENeffY O FLOATS 0X X VT.1,1/at"UNE
O DeWCT X ftEndOTECOLORVE)EO O FLASHLIGHT Q ges0CULMtB X 0.001* WERE

O MeRROR O AtaBIENT O OTHER X 0.0006" WIRE

Q MAGNIFIER O OTHER N/A X VT-3
'

O OTHER O OTHER

Reference (s)/ Cross Reference (s)<e.o.videoT.pe wcounterorviDS,etC.): TAPE NO. 96-09

EXAMINATION CHECKLIST EXAMINATION RESULTS / REMARKS
DESCRIPTION

General condhen af lesenster sparger, O X NRI<

Conehenof apargerwales. O X NRI

Cenemen of nesses welds.Q X NRI

Canenen of and brachet lane med leset needs O X NRI feOTE: VT 1 EXMaseATION PERFORMED WITH ITS 1290 HAND HELD CAMERA

Canenenof andtreestneeds.O X NRI

Record the Fenessier Sparger earnuti esenened O X NRI SPARGER $ 130"

|

l

.

<

l NYPA181 Date

Eng6neering Rev // /J fg

rni at ind n ont Review Signature De

M. SHARL R. t;. '* ARNES /ANilRevW Date

O/VT Level 11 Date 11/09/96 VT Level lif Date 11/10/96 f /
Sketches are provided for convenience purposes only and may not represent actualplant configuration and are not to scale.

R0"KY.00C
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REACTOR PRESSURE VESSEL INTERNAL VISUAL EXAMINATION DATA SHEET
GE Nuclear En:rgy>

Procedure No. VT-FPK-202V1, Revisioni Page1bf 4
. .

' '

Attachment 14 - Shroud Support Plate Weld

PLANT: UNIT: OUTAGE: IDENTIFICATION OF COMPONENT (S) EXAMINED: +

kmes A. 1 RFO 12 EVT-1 - Shroud Support Plate Weld
Fitzpatrick
St: tion Gusset Welds @ 15*,135*, and 255*

TECHNIQUE EQUIPMENT UQHTING TOOLS RESOLUTION
aM a RShlOTE SMf WIDEO a le StTWIErfY O FLOATBOX Q VT 1.1/at"LJNE
D DIRECT O REMOTECOLORVIDEO Q FLASHUGHT Q Ss00CULARS X 0.001* WIRE

O MWW10R O AMBWif G OTHER X 0.coorWIRE

D MAONIFER O OTHER NfA Q VT4
O OTHER O OTHER i

Reference (s)/ Cross Reference (s)<....vw.oT.pe wcounarorvioS.ee): TAPE NOS. 96-16,96-17
!

EXAMINATION CHECKLIST EXAMINATION RESULTS / REMARKS
DESCRIPTION )

Censuon of eccessede shroud siepart plate usM to reester veemet O X NRI SEE NOTE BELOW

Conehen of actuenkle shroud suppen plate ueW to shrout. Q Q NRI NIA

Ceneben of sleaud semanerignmens)name. O X NRf SEE NOTE BELOW

Record the secten el shroud moperi ptete eats menened. Q X"NRI EXAMedED ROV & SGH portiones OF QUSSET (BOTH SIDES) AND 12*EACH
SIDE OF GUSSET OF VIELD 8 BHB AT 1F,13r AND 2SP

N ar

,

I
E*s*s *Ms''s"

8888*i=Jb"*|If'
j
'

. = =

% .

s

****e-===..w

" D %.* t1||"?t'

s

y a- - . .

- .
r* ~~-~-

y

.- .- ~ _/
/

NYPAISI Date

Engineering nav6e [ // /[ f
'

.xminer's Signature Independent Review Signature NYPA, O / Dete,. j' ' /(/%
.9 d R.L.KECK ^C kNil Asw /1 Date

*

J.BAZENAS a /

' 96 VT Level 11 Date 11/12 6 - M [I '[,VT Level 1 Date 11/ /

Sketches are provided for convenience purposes only and may not represent actual plant configuration and are not to scale.
F.OCKY.00C
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. )g REACTOR PRESSURE VESSEL INTERNAL VISUAL EXAMINATION DATA SHEET
GE Nuclear Energy

Procedure No. VT-FPK-202V1, Revisioni Page6of#4
, yyy3. ---

.

m /-*-- [ ]
a

f 00y/g90 L o

La .== - ( .== _.
(NO BRACKET SHOWN ONC (ND ONLY

UAAAAAAAAAAAAA A A A A A A A A A A A A A g gy WAE

D W g
EN0 wiEW

END BRACNET5 NOT SHOWN NU"

-

SEtt(H a-a

EXAMINATION OF FEEDWATER SPARGER PERFORMED USING PHANTOM REMOTELY
OPERATED VEHICLE. SUPPLEMENTARY VT-1 EXAMINATION PERFORMED ON VESSEL TO
BRACKET WELDS AND BRACKET WELDS USING HAND HELD ITS 1250 BLACK AND WHITE
CAMERA.

.

//[/f[fgao e no

mi Si e in pe iew Signature / Date

' 'N Re** Datei M. SHARL R.S.BARNES

| VT Level Il Date 11/09/96 VT Level til Date 11/10/96 8/U//
Sketches are provided for convenience purposes only and may not represent actual plant configuration and are not to scale.

COC%Y.00C
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j REACTOR PRESSURE VESSEL INTERNAL VISUAL EXAMINATION DATA SHEET
GE NuclearEnergy-

i

|; procedurO No. vr-rex.2o2vi. nevision1 Pagesof # |

'

1

Attachment 9 - Core Spray Internal Piping Wall Bracket
i

i PLANT: UNIT: OUTAGE: IDENTIFICATION OF COMPONENT (S) EXAMINED:
4

1 J:mes A. 1 RFO 12 EVT-1 - Core Spray Intemal Piping Wall Bracket
Fitzpatnck-

; St: tion Loop A and Loop B
!

TECHNIQUE EQUIPMEm' UGHTING TOOLS RESOLUTION
s READTE a Reas0TE ARif ViceO s teINTW18fTY O FLOATBOX X VT.1,itse* tJNE

| g DWWCT O fues0TECOLORVIDEO O FLASHLIGHT Q BIMOCULARS X 0.001* WIRE

O esfut0R O AMBENT O OTHER X 0.0006' WIRE

. O hiAGNIFIER O OTHER N/A O VT 3
'

O OTHER O OTHER

[ Reference (s)/ Cross Reference (s)<. .vid.oTope wcounworviDs.etc.): TAPE NOS. 96-01, and 96-04
.

4

!

EXAMINATION CHECKLIST EXAMINATION RESULTS / REMARKS
,

i DESCRIPTION I
1

CondJn of brechal to weessi use meldt g a 65tf

Coniplean of Die tea head M wat8L 0 s NRI

Genwelcondmenof tietressist.O s NRI

Rooord Die owe aguay inhamel pigung weg brassises ownwind.g a NRI LOOP A BRACMET B1 AfC 32. LOOP S BRACMET 01 APC 52

m see.n a t s

3 F~~ \"__

ej
~ .

= _)
, ; ;__

| r=__Ji~"" !
- E

| | | |

f- |
U- ". 5 - |t- j.

- 1I i

I, --, | | [
-

4)- -
. eQ

, -- u
C
.w

/

/ I'

w
-

.xeminer's Signe ure independent Review Signature NYPA v4w De

4/ N n_ // hJ. KILLORAN g.1
M. SHARLO R.S.BAANES ANil Rev4 Om'

~

#

/8 '# /// /VT Level II Date 1 /09/96 VT Level jtl_,,. Date 11/10/96
!k"tches are provided for convenience purposes only and may not represent actuelplant configgen*Mn and are not to scale.

R!CKY.Mi
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-

| Attachmint 3 to JAFr t 4 0316

LIST OF COMMITMENTS
,

| * -

, ,

I

| Commitment No. Commitment Due Date
. J AFP-98-0316-01 Submit letter to NRC regarding 12/31/99 |

improvements made for
performing augmented
examination of the RPV vertical
shell welds to maximum extent |
possible. Include details on
exam coverage of each weld,
specifically detailing vertical
weld length coverage in the belt-
line region.

1

|

1
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