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Omaha Public Power District !i

| 1623 Harney Omaha, Nebraska 68102 2247
I'402/536-4000

June 15, 1988
LIC-88-502 ,

!

U. S. Nuclear Regulatory Commission
Attn: Document Control Desk
Mail Station Pl-137
Washington, DC 20555

References: 1. Docket No. 50-285
2. Letter from NRC (J. E. Gagliardo) to OPPD (R. L. Andrews)

dated May 8, 1987
3. Letter from 0 PPD (R. L. Andrews) to NRC (J. E. Gagliardo)

dated May 22, 1987 (LIC-87-347)
4. Letter from NRC (J. E. Gagliardo) to 0 PPD (R. L. Andrews)

dated May 20, 1987 -

5. Letter from OPPD (R. L. Andrews) to NRC (J. E. Gagliardo) !
dated July 6, 19087 (LIC-87-431)

6. Letter from NRC (L. J. Callan) to 0 PPD (R. L. Andrews)
dated Maf 16, 1988

'Gentlemen:
i

SUBJECT: Response to Notice of Violation - NRC Inspection Report
50-285/87-08 - EA87-71

|

Omaha Public Power District (0 PPD) recently received the subject Notice of
Violation, Reference 6. One violation was identified pertaining to the failure
to control special processes. An enforcement conference was held on May 14,
1987 to discuss the violation.

Pursuant to 10 CFR Part 2.201, please find attached OPPD's response. If you |
have any questions concerning this matter, please contact us. |

Sincerely,

/$&fc+ 'to

o R. L. Andrews
$8 Division Manager
@8 Nuclear Production

$d RLA/me

38
-c cc: LeBoeuf, Lamb, Leiby & MacRae

f$ R. D. Martin, NRC Regional Administrator
' @@ P. D. Milano, NRC Project Manager

coa.c P. H. Harrell, NRC Senior Resident Inspector i g

as si.'4 c mmoymer nguy oppanun ,y
_.
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UNITED STATES OF AMERICA
NUCLEAR REGULATORY COMMISSION

.

1

In the Matter of )
)

Omaha Public Power District ) Docket No. 50-285
(Fort Calhoun Station )
Unit No. 1) )

AFFIDAVIT

R. L. Andrews, being duly sworn, hereby deposes and says that he is the
Division Manager - Nuclear Production of the Omaha Public Power District; that
as such he is duly authorized to sign and file with the Nuclear Regulatory
Commission the attached information concerning OPPD's response to Inspection

Report 50-285/87-08 dated May 16, 1988; that he is familiar with the content
thereof; and that the matters set forth therein are true and correct to the
best of his knowledge, information, and belief.

I
R. L. Andrews
Division Manager
Nuclear Production

STATE OF NEBRASKA)
) ss

COUNTY OF DOUGLAS)

Subscribed and sworn g before me, a Notary Public in and for the State of
Nebraska on this K day of June,1988.

) staten netAsv. kees W Bebede

Ah. h g as, C se

Notary Publicv
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ATTACHMENT

RESPONSE TO NRC VIOLATION FROM INSPECTION REPOR. . , 4d

During an NRC inspection conducted on March 23-27, 1987, a violation of NRC
requirements was identified. The violation involved failure to control special
processes. In accordance with the "General Statement of Policy and Procedure
for NRC Enforcement Action," 10 CFR Part 2, Appendix C (1905), the violation is
listed below:

,

Criterion IX of Appendix B to 10 CFR Part 50 and the approved QA program
require that measures shall be established to assure that special
processes, including welding, heat treatment and nondestructive testing
are controlled and accomplished by qualified personnel using qualified
procedures in accordance with applicable codes, standards, specifications,
criteria, and other special requirements.

Contrary to the above, the licensee failed to control special processes in the
following examples: (Note: examples are addressed below)

The Reason for Violation if Admitted

OPPD admits that portions of the Fort Calhoun ?tation welding program were in
violation of NRC and applicable Code requirements at the time of the inspec-
tion. The specific examples cited in the violation notice will be addressed
following the general response to the violation.

The original welding program for the Fort Calhoun Station was based on the '

welding procedures which were used to construct the unit more than fifteen
years ago. Prior to 1986, the station welding procedures were based on Section
IX of the ASME Code and addressed ASME (piping and pressure boundary) welding
only. Any required structural welding was done using the ASME-based proce-
dures. OPPD recognized that the use of ASME-based welding procedures for
structural welding (AWS) could cause confusion, especially in the area of
acc ,)tance criteria. Also, procedures did not exist to address all the types
of welding that were being performed. Accordingly, structural welding
procedures, based on AWS Dl.1 and Dl.3, were added to the program in 1986.
These 1986 updates, however, were not suffi.iently detailed. The basic reason
for the violation as cited was lack of attention to detail.

The Corrective Steos That Have Been T: ken and the Results Achieved

OPPD retained a welding consult.'.nt to conduct a preliminary evaluation of the 1

Fort Calhoun Station welding progr =. This evaluation concluded that the !

program deficiencies were minor and did not constitute a nuclear safety
concern. During the enforcement conference on May 14, 1987, OPPD committed to I
perform a comprehensive review and upgrade of the Fort Calhoun Station welding
program. The welding program upgrade was initiated at that time, and the new |
welding program procedures were approved in November 1987, with implementation
in January 1988. The major elements of this program sre the following:

1. Welding configurations and material combinations were reviewed to
define those applicable to Fort Calhoun Station and a scope was
established for the program.
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Attachment (Continued)

2. Test coupons of various joint configurations and material combinations .

'

were prepared and mechanically / metallurgically examined.

3. New welding procedure specifications (WPS) were developed from the
resulting Performance Qualificat :on Records (PQR), or, in the case of
certain AWS procedures, from pre-qualified joint configurations of AWS
D1.1. A comprehensive set of WPSs for both pressure boundary and
structural welding was prepared.

4. A computerized welder qualification documentation system was developed
that clearly shows a welder's range of qualifications and expiration
dates. The program will automatically flag those qualifications which
are due for renewal or which have expired. A copy of this computer
read-out is posted where welding filler metal is issued and this
roster is used to verify the welders' qualifications prior to any
filler metal issue.

5. A welder' indoctrination course was prepared to train the welders in
the. organization and administration of the new welding program.

6. Following indoctrination training, welders are required to recertify
to the new welding program prior to welding at the Fort Calhoun
Station. This is being done to ensure that there will be no
documentation problems with the new data base.

7. In parallel with the welding program upgrades, the accompanying NDE |
procedures were reviewed and revised. )

8. The new welding program and the NDE procedures were independently
reviewed by a consultant, who found them to be fully acceptable. They
were also reviewed by an Authorized Nuclear Inspector, with the same
result.

9. During the recertification period, the new program was operated in
parallel with the previous one. The original program w?s cancelled at
the end of January 1988. Welding at the rcrt Calhoun Station is now
done in accordance with the requirements of the new prc3 ram.

In order to improve welding expertise, OPPD has used the assistance of
experienced consultants in the development of the new welding program and has
now hired a welding specialist as a member of the engineering support staff.

The Corrective Steos That Will be Taken to Prevent Recurrence

OPPD is continuing to perform additional programmatic upgrades in related
areas, such as pre-weld and post-weld heat treatment, use of soluble purge
dams, brazing and soldering, etc. A weld repair procedure for weld build-up is
being developed to support work scheduled for the 1988 refueling outage.

In addition to the upgraded welding program at the Fort Calhoun Station, OPPD
is also upgrading its welding program in the design area. A series of welding
design guidelines are being prepared to ensure the adequacy of any future
design packages which involve welded pressure boundary or structural members.
The welding aspects of modifications will be reviewed by the welding
specialist.

2-
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Attachment (Continued)

Date When Full Comoliance Will be Achieved

OPPD is presently in full compliance with NRC requirements. Any further
welding procedures that may be required in the future will be developed and
qualified prior to their use.

Responses to Specific Examples:

1. Three contract welders (Symbols 1-8,1-0, and 5-D) were allowed to remain
designated as qualified to specific procedures when they should have been
disqualified in accordance with Standing Order G-12A for not having used
the specific welding process for which thay were qualified at least once
in the previous 90 days.

Response:

Three Operations Incident Reports have been written (Nos. 2702, 2703 and 2704)
addressing the welder qualification / maintenance of welder qualification
problems encountered during the 1987 outage. The resulting evaluation has
resulted in a comprehensive revision of the welder qualification program, which
includes a computerized program for tracking / maintaining a welders
qualifications.

OPPD estigated available welder qualification records with the following
results:

The time limit restrictions of the former welding Standing Order, G-12A,a.
were more stringent than those of the applicable code. The certifications
of two of the three welders cited in this example had expired per G-12A
but were still within ccde allowances.

b. The certifications of the third welder had lapsed. OPPD could not find
any indication that he performed any code welding during the period that
he was uncertified.

c. In addition to the examples cited during the investigt. tion, one weld on a
seismic support was made in 1981 by a welder whose certifications had
lapsed. The inspection records for this weld were reviewed to verify that
the weld was acceptable. This welder was later recertified.

The new computerized program produces a "monthly welder roster" which
describes eveiy welders' qualifications and flags the welder whose
qualifications are about to expire (30 days prior to expiration). Should
his qualifications expire, this is also flagged. The resuit is that the
welder can no long'er draw filler materials since this roster is used to
determine a welders qualifications at the time of rod issue.

2. The performance qualification records for twelve cutract welders did n.or
show that they had met the requirements of AWS D.I.1-83 in that the
records did not show the welders as having welded test coupons at all
appropriate metal thicknesses for the range specified.

-3-
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Attachment (Continued)

Resoonse:

Due to an oversight, the form used to document the welders' qualification test
prior to and during the 1987 outage, did not include a space for documenting
the deposited weld metal thickness for the process (es) used. Consequently,
this information was not documented. However, the common practice at that time
was to give a 3/8 plate test in the required positions (two passes Gas Tungsten
Arc Weld (GTAW) and then completed with the Shielded Metal Arc Weld (SMAW)
process in the case of ASME, or with all SMAW in the case of AWS). Thicker
specimens were used only when required by thicker production materials.

As part of the revised Welding Program, new welder qualification forms have
been developed and all welders are being requalified to this new program and
new welding procedures, prior to any welding of controlled /CQE items at the
Fort Calhoun Station.

3. Two contract welders (Symbols 1-C and 1-E), designated as qualified to WPS
No. 6, were not properly qualified to ASME Section IX for the electrode
type according to their performance qualification records.

Response:

Since there is no indication that filler materials that meet the F1 filler
metal group have been used/ purchased by 0 PPD for use at the Fort Calhoun
Station, this incident has been determined to be a typographical error.
However, the new Welding Program requires the requalification of welders who
are assigned to install any CQE welds at the Fort Calhoun Station.

4. The postweld heat treatment specified in WPS No I was not qualified to
ASME Section IX by the supporting procedure qualification reports.

Resoonse:

It is true that the former WPS No.1 provided fur application of post weld heat
treatment witho c having a PQR for a heat treated coupon. It has been OPPD's
practice, however, to perform post weld heat treatment, where required, by
using the services of a specialty contractor who has qualified procedures for
performing the work. Based on research conducted, WPS No. I has not been used
to make welds which required heat treatment.

OPPD has developed and qualified by test new welding procedures (with the
exception of the AWS pre-qualified welding procedures). The new procedures,
where applicable, were tested in the as-welded condition as well as the post
weld heat treated condition. Other welding procedures are presently being
developed to meet upcoming outage demands, and welding procedures will continue
to be developed as time permits /needs arise. Any required welding procedures
will be developed and tested prior to their use.

-4-
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Attachment (Continued)

5. Welding and inspection instructions were inadequate, in that, Standing
Orders G-12A and G-26A did not provide procedures for welding flare bevel
groove joint designs for AWS Dl.1-83 applications or directions for ;

measuring flare bevel groove welds. Additionally, the weld symbol for
flare bevel groove welds en the design drawings for Modification Request
No. 81-180 was incomplete and did not comply with the requirements of
Figure 32(b) in AWS A2.4-79. Therefore, the welds did not meet the
requirements of AWS Dl.1-83.

Response:

The following actions were taken during the 1987 refueling outage to address
this issue:

1. The original design drawings gocified the use of fillet welds. Because
of the materials of construr. tion, the actual configuration was a flare
bevel groove! At the' time in question, OPPD did not have a WPS for per-
forming flare bevel c9 usve welds (the flare bevel groove was not shown in -

the procedure), so tne fillet weld procedure was used to make the actual i

field welds. This situation was evaluated by OPPD and its structural ,

consultant, and it was concluded that the as-built configuration was
structurally adequate, met the design requirements, and did not pose a
threat to nuclear safety. This is documented in a report by Sargeant and
Lundy (Report #SL-4455).

2. In consideration of the evaluation discussed above, the design documents
were revised to show a flare bevel groove configuration.

3. A flare bevel groove weld prccedure was prepared and qualified. The
acceptance criteria of this procedure were used to reevaluate some of the
as-built welds. The as-built welds satisfied the acceptance criteria of
the procedure that should have been used.

Flare bevel groove welds are fully addressed in the new Fort Calhoun Station
welding program. The welding design guidelines will provide improved assis-
tance to the designer to ensure that weld configurations are appropriately
specified in the future. These actions will prevent recurrence of this type of
problem.

The new Welding Program fully addresses the applicabl's requirements. New |

welding procedures (both ASME & AWS) have been developed and tested, when i
applicable, and meet the necessary requirements for installing and examining

1flare bevel groove welds.

OPPD Quality Control Inspectors have received training in the inspe:: tion of
flare bevel groove welds through the Nuclear Constructicn Issue Group (NCIG) -
01 Visual Weld Acceptance Criteria Training given by an engineering
firm / consultant.
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