UNITED STATES
NUCLEAR REGULATORY COMMISSION
REGION Il
245 PEACHTREE CENTER AVENUE NE, SUITE 1200
ATLANTA, GEORGIA 30303-1257

November 7, 2016

Michael Yox

Regulatory Affairs Director

Southern Nuclear Operating Company
7835 River Road, Bldg. 140, Vogtle 3 & 4
Waynesboro, GA 30830

SUBJECT:  VOGTLE ELECTRIC GENERATING PLANT UNITS 3 AND 4 — NRC
INTEGRATED INSPECTION REPORTS 05200025/2016003,
05200026/2016003

Dear Mr. Yox:

On September 30, 2016, the U.S. Nuclear Regulatory Commission (NRC) completed an
inspection at your Vogtle Electric Generating Plant (VEGP) Units 3 and 4. The enclosed
inspection report documents the inspection results, which the inspectors discussed on October
5, 2016 with Mr. Mark Rauckhorst, Vogtle 3&4 Executive Vice President Construction, and other
members of your staff.

The inspection examined a sample of construction activities conducted under your Combined
License (COL) as it relates to safety and compliance with the Commission’s rules and
regulations and with the conditions of these documents. The inspectors reviewed selected
procedures and records, observed activities, and interviewed personnel.

Based on the results of this inspection, no findings of significance were identified.

In accordance with 10 CFR 2.390, “Public inspections, exemptions, requests for withholding,” of
the NRC's "Agency Rules of Practice and Procedure," a copy of this letter, its enclosure, and
your response (if any), will be made available electronically for public inspection in the NRC
Public Document Room or from the Publicly Available Records (PARS) component of NRC's
document system ADAMS. ADAMS is accessible from the NRC Web site at
http://www.nrc.gov/reading-rm/adams.html (the Public Electronic Reading Room). To the extent
possible, your response should not include any personal privacy or proprietary information so
that it can be made available to the public without redaction.
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Should you have any questions concerning this letter, please contact us.
Sincerely,
IRA/

Jamie Heisserer, Chief
Construction Inspection Branch 1
Division of Construction Oversight

Docket Nos.: 5200025, 5200026
License Nos: NPF-91, NPF-92

NRC Inspection Report (IR) 05200025/2016003, 05200026/2016003

Enclosure:
w/attachment: Supplemental Information
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Alvin W. Vogtle Nuclear Plant
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SUMMARY OF FINDINGS

Inspection Report (IR) 05200025/2016003, 05200026/2016003; 07/01/2016 through
09/30/2016; Vogtle Electric Generating Plant Unit 3, Vogtle Electric Generating Plant Unit 4,
routine integrated inspection report.

This report covers a three month period of inspection by regional and resident inspectors, and
announced Inspections, Tests, Analysis, and Inspection Criteria (ITAAC) inspections by regional
inspectors. The NRC's program for overseeing the construction of commercial nuclear power
reactors is described in Inspection Manual Chapter (IMC) 2506, “Construction Reactor
Oversight Process General Guidance and Basis Document.

A. NRC-ldentified and Self Revealed Findings
None

B. Licensee-ldentified Violations
None



REPORT DETAILS

Summary of Plant Construction Status

During this reporting period in Unit 3, concrete was placed in course 04 of the shield building,
and courses 05 and 06 were placed into the nuclear island. Installation for floors in the auxiliary
building at elevation 82'6" resumed with some floors being placed. Onsite work began on pipe
for the passive core cooling system (PXS) including receipt acceptance and limited welding
work. Rebar work began on the east side of the shield building. Concrete was placed on east
side inside containment up to 87'6" and rebar work began from 87'6" to 96'.

For Unit 4, concrete was placed under the containment vessel from elevation 82'6" to 90'6"
(east)/96'. CA20, which makes up portions of areas 5 and 6 of the radiologically controlled
auxiliary building was set into the Nuclear Island and additional interior walls were placed on the
non-radiologically controlled auxiliary building. Submodules for CA03, which forms the west
wall of the In-containment refueling water storage tank began to arrive onsite and were up-
ended for assembly.

1. CONSTRUCTION REACTOR SAFETY

Cornerstones: Design/Engineering, Procurement/Fabrication,
Construction/Installation, Inspection/Testing

IMC 2503, Inspections, Tests, Analyses, and Acceptance Criteria (ITAAC) - Related Work
Inspections

1A01  (Unit 3) ITAAC Number 2.2.01.02a (91) / Family 06F

a. Inspection Scope

The inspectors performed a direct inspection of construction activities associated with
ITAAC Number 2.2.01.02a (91). The inspectors used the following NRC Inspection
Procedures (IPs)/sections to perform this inspection:

e 65001.11-02.01 - Purchase Orders

e 65001.11-02.07 - Offsite Fabrication of Assemblies
e 65001.F-02.02-Fabrication Records Review

e 65001.F-02.04-General QA Review

The inspectors reviewed fabrication records associated with the Unit 3 containment
vessel, top head, plates C3-A15, C3-A30, C3-B8, C3-B17, and C3-C1 to verify that
materials met the applicable requirements of the American Society of Mechanical
Engineers (ASME) Code, Section Ill. Specifically, the inspectors reviewed receiving
inspection reports, certified material test reports, and ultrasonic examination reports to
verify the materials' chemical composition, mechanical properties, and fabrication
requirements were met. For plates received as fabricated assemblies, the inspectors



reviewed N-2 data reports to verify that the assemblies were fabricated in accordance
with the design specifications and ASME Code requirements.

b. Findings

No findings were identified.

1A02 (Unit 3) ITAAC Number 2.2.01.03a (93) / Family 06B

a. Inspection Scope

The inspectors performed a direct inspection of construction activities associated with
ITAAC Number 2.2.01.03a (93). The inspectors used the following NRC IPs/sections to
perform this inspection:

65001.11-02.03 - Installation and Welding
65001.11-02.05 - Nondestructive Examination
65001.B-02.01-Program and Procedures Review
65001.B-02.02-Welding Procedure Qualification
65001.B-02.03-Welder Qualification
65001.B-02.04-Production Controls
65001.B-02.05-Inspection
65001.B-02.06-Records
65001.F-02.02-Fabrication Records Review
65001.F-02.03-Observation of Fabrication Activities
65001.F-02.04-General QA Review

The inspectors observed welding activities and reviewed fabrication records associated
with pressure boundary welds of the Unit 3 containment vessel, top head to verify that
pressure boundary welds were performed in accordance with ASME Code, Section

lll. The inspectors observed in-process welding of one longitudinal weld (U3-TH4-
B8/B9), reviewed welding and inspection records for two longitudinal welds (U3-TH4-
A14/A15 and U3-TH4-A29/A30), and performed an independent inspection of a sample
of radiographic film for one weld (U3-TH4-A29/A30).

The inspectors reviewed weld records for longitudinal welds U3-TH4-A14/A15 and U3-
TH4-A29/A30 to determine whether:

the welding activity was properly documented in the weld traveler;

records provided adequate traceability to all aspects of the welding activity,
including traceability to the welder or welding operator who performed the work;
the records adequately documented reference to procedure and welder
qualifications, inspector qualifications, weld material certifications and receipt
inspection reports, weld data or process records (travelers), weld maps, weld
inspection records, Nondestructive Examination (NDE) records;

the records were appropriately retained and stored in accordance with Quality
Assurance (QA) program requirement;



e required inspections were identified in the traveler with hold points, as appropriate;
and
e accepted, rejected, and repaired items were documented in written reports.

The inspectors observed in-process submerged arc welding of weld seam U3-TH4-
B8/B9 to ensure the following:

e work was conducted in accordance with a "traveler," weld data record or similar
document which coordinated and sequenced the welding and inspection
operations;

o the welding procedure used was the latest revision and appropriate for the work
performed;

» the weld joint was sufficiently protected from inclement conditions;

e minimum preheat and maximum interpass temperature met the requirements of
the welding procedure specification (WPS);

o surfaces to be welded were smooth, uniform, and free from surface discontinuities
such as cracks or seams, and free from paint, oil, rust, scale, slag, grease,
moisture or other harmful foreign materials that could be detrimental to welding for
at least 2 inches from the weld joint;

o the filler metal type and size was in compliance with the WPS;

o the weld joint was traceable to the welders; and

» welding machine variables were correctly set.

The inspectors reviewed three WPSs to verify they were available, up to date,
accurate, and in conformance with the ASME Code requirements, specifying all
applicable essential, nonessential, and supplementary essential variables. The
inspectors reviewed the supporting nine procedure qualification records (PQRs) to
verify the specific ranges of welding variables listed in the WPSs were appropriately
qualified and the type and number of qualification tests required received acceptable
results. The inspectors reviewed 11 welder or welding operator performance
qualification records to determine whether the welders or welding operators were
assigned a unique identification number and demonstrated their skill by performing
specific performance qualification tests, the qualification testing conditions and
qualification limits were fully documented, and the appropriate number of acceptable
test results was achieved.

The inspectors reviewed two certified material test reports (CMTRSs) for filler metal to
verify traceability between welds and conformance with the applicable Code
specifications and WPSs. The inspectors reviewed these reports to ensure the
materials' chemical composition, mechanical properties, fracture toughness
requirements, and fabrication requirements were met.

The inspectors performed an independent inspection of a sample of radiographic film
taken during the radiographic (RT) examination of weld U3-TH4-A29/A30 to verify that
the radiography met the requirements of ASME Section Ill Code. The inspectors
reviewed the film to determine whether indications shown on the radiographs of welds
were characterized in accordance with applicable Code sections; the image quality
indicators were properly certified, selected, and placed; film quality and density met
applicable Code requirements; and measuring and test equipment was properly
calibrated.



b. Findings
No findings were identified.

1A03 (Unit 3) ITAAC Number 2.2.01.04a.ii (96) / Family 06F

a. Inspection Scope

The inspectors performed a direct inspection of construction activities associated with
ITAAC Number 2.2.01.04a.ii (96). The inspectors used the following NRC IPs/sections
to perform this inspection:

e 65001.F-02.02-Fabrication Records Review
e 65001.F-02.03-Observation of Fabrication Activities
e 65001.F-02.04-General QA Review

The inspectors reviewed fabrication records associated with pressure boundary
materials of the Unit 3 containment vessel top head to verify that the fracture
toughness requirements were in accordance with ASME Code, Section lll. The
inspectors reviewed CMTRs for plates (C3-A15, C3-A30, C3-B8, C3-B17, and C3-C1)
and weld filler metal used for the longitudinal welds of plates (C3-A29 to C3-A30 and
C3-A14 to C3-A15) to verify the materials met applicable Charpy V-notch impact
testing requirements. For plates received as fabricated assemblies, the inspectors
reviewed N-2 data reports to verify that the assemblies were fabricated in accordance
with the design specifications and ASME Code requirements.

b. Findings
No findings were identified.

1A04 (Unit 3) ITAAC Number 2.2.03.02b (160) / Family 03F

a. Inspection Scope

The inspectors performed a direct inspection of construction activities associated with
ITAAC Number 2.2.03.02b (160). The inspectors used the following NRC IPs/sections
to perform this inspection:

e 65001.03-02.01 - Purchase and Receipt of Materials
e 65001.03-02.02 - Storage and Handling
e 65001.F-02.02-Fabrication Records Review

The inspectors reviewed fabrication records and performed a visual inspection of the
following PXS pipe lines that are presently stored at the Vogtle site:
e SV3-PXS-PLW-019-1; Line SV3-PXS-PL-L021A, 8" DVI A Header from CMT A
Injection Header to Reactor Vessel (ASME Class 1, schedule 160 ASME SA-
312 Grade TP316LN, seamless); and



e SV3-PXS-PLW-026-1; Line SV3-PXS-PL-L021B, 8" DVI B Header from CMT B
Injection Header to Reactor Vessel (ASME Class 1, schedule 160 ASME SA-
312 Grade TP316LN, seamless).

The inspectors reviewed the manufacturing records for the pipes listed above to
determine whether the selected materials conformed to the design requirements
specified by the relevant purchase order. The inspectors reviewed the contractor’s
receipt inspection reports to determine whether the inspection was performed
according to Quality Control (QC) Inspection Plan F-Q445-008, “Receipt Inspection:
CB&l Procured ASME Il ltems.”

On July 1, 2016, the inspectors performed a walk down of the Level D storage area
where the Vogtle Unit 3 Direct Vessel Inspection (DVI) Lines (LO21A and L021B) were
stored to determine conformance with ASME NQA-1-1994, 10 CFR Part 50, Appendix
B, and applicable project procedures and specifications. Specifically the inspectors
verified the following:

o the storage area met the requirements of Level D storage;

e there was no evidence of mechanical damage or corrosion to the pipe’s outside
surface;

o the as-built pipe length and diameter matched the supplier’s records;

e the markings matched the documentation supplied by the manufacturer and
were in accordance with ASME Section lll, 1998 Edition through 2000
addenda; and

e the pipe ends were sealed with caps and were not stored on the ground.

The inspectors performed a direct inspection of these two piping lines to verify that the
pipes were traceable to the supplier’s records, markings on the pipe were clear and
legible, the pipe was clean and there was no evidence of damage such corrosion,
deep scratches or gouges. The inspectors verified that the pipe ends were properly
sealed and the pipes were not stored in direct contact with the ground.

The inspectors reviewed the WECTEC Certificates of Compliance for both spool
pieces to verify that they were signed by the supplier, source inspector, and authorized
nuclear inspector.

The inspectors reviewed the procurement and fabrication records to verify the
following:

e the purchase order appropriately specified the applicable quality and technical
requirements and 10 CFR Part 21;

o that the fabrication records were adequate to furnish evidence of activities
affecting quality and evidence that the pipes conformed with the applicable
codes, standards, regulations, and quality and technical requirements; and

o the certified material test reports were traceable to materials used during
fabrication and the materials conformed with the specified material
specifications for chemical and mechanical properties.

Specifically, the inspectors reviewed the following documentation for SV3-PXS-PLW-
019-1 and SV3-PXS-PLW-026-1:

e As-built shop sketch

e Shop Traveler including weld data and Visual Testing (VT) report

e Manufacturer’'s Certificate of Compliance



NDE reports

QC bend report

Heat treatment records
Nonconformance reports
Passivation report.

The inspectors reviewed the quality control bending reports for SV3-PXS-PLW-019-1
and SV3-PXS-PLW-026-1 to verify that the supplier measured the wall thicknesses
before and after bending in the proper locations and that the post bend minimum wall
thickness was in accordance with SV3-PL02-Z0-001, “Piping Class Sheets and
Standard Details,” Rev. 5.

The inspectors reviewed supplier nonconformance report number NCR-2016-23 to
determine whether the nonconforming condition was in accordance with applicable
codes, standards, regulations, and quality and technical requirements.

The inspectors reviewed the certified material test reports for the SA312 Grade
TP316LN, 8” schedule 160 ASME Class 1 pipe (Heat Number 06971 for LO21A and
L021B) to determine whether the material conformed with SA-312, “Specification for
Seamless and Welded Austenitic Stainless Steel Pipes.”

The inspectors reviewed the hydrostatic test report for both spool pieces to verify
conformance with APP-GW-P0-007, SA-312, and SA-530.

b. Findings
No findings were identified.

1A05 (Unit 3) ITAAC Number 2.2.03.02b (160) / Family 03F

a. Inspection Scope

The inspectors performed a direct inspection of construction activities associated with
ITAAC Number 2.2.03.02b (160). The inspectors used the following NRC IPs/sections
to perform this inspection:

e 65001.03-02.01 - Purchase and Receipt of Materials
e 65001.03-02.03 - Installation and Welding

e 65001.03-02.05 - Pressure Testing

e 65001.03-02.06 - Nondestructive Examination (NDE)
e 65001.03-02.07 - Review of Records

e 65001.F-02.02-Fabrication Records Review

The inspectors observed welding activities and reviewed welding records associated
with PXS piping to verify applicable codes, standards, specifications, and procedure
requirements were met. Specifically, the inspectors performed the following tasks



related to a pipe support welded to the DVI line B from the in-containment refueling
water storage tank (IRWST):

observed in-process welding;

observed visual inspection;

observed liquid penetrant examination;

reviewed associated CMTRs;

reviewed engineering & design coordination reports (E&DCRS);
reviewed weld data records;

reviewed WPSs with supporting PQRs;

reviewed personnel qualification records; and

reviewed NDE reports.

The inspectors observed in-process welding of weld number SV3-PXS-PLW-029-171
to verify that a sample of welding variables were within the ranges allowed by the WPS
and ASME Code, specifically amperage, voltage, and travel speed. The inspectors
also witnessed visual inspection by the welder, field engineer, and QC inspector to
verify proper hold points were signed off and the inspectors followed the applicable
inspection plan, F-S562-005, “Pipe Welding / Braze; ASME Section Il Visual Pipe
Weld Inspection,” revision 2. The inspectors independently visually inspected the weld
to verify the surface and size of the weld met the ASME Code and applicable design
drawings. The inspectors also observed the liquid penetrant examination to verify:

e penetrant, developer, and cleaning products were adequate;
appropriate dwell times were met;
the test temperature was within the required range;
there were no recordable defects on the surface of the weld; and
the examiner followed procedure 100-PT-301, “Liquid Penetrant Examination in
Accordance with ASME Section V, Article 6,” revision 12.

The inspectors observed measuring and test equipment (M&TE), specifically
multimeters and thermometers (V-2Z-0030, V-AP-0052, and E4092015620), to verify
they were properly calibrated and traceable. The inspectors reviewed qualifications of
the welders, QC personnel, and NDE personnel to verify personnel were uniquely
identified and qualifications were completed and maintained in accordance with
applicable industry codes and standards. The inspectors also observed licensee
oversight of the same welding activities, M&TE verifications, and personnel
qualification assurance to determine whether the licensee implemented adequate
oversight over their programs and processes.

The inspectors reviewed the various records stated above to verify:

o the base material and weld filler metal were adequately certified as
demonstrated by Certificates of Compliance and CMTRs that recorded
acceptable results for chemistry, mechanical, and impact properties;

e receipt inspection of the material was conducted in accordance with applicable
procedures, traceability was maintained, and inspection reports recorded
satisfactory results;

o E&DCRs were appropriately created, justified, approved, and incorporated into
impacted design drawings or other affected documents;
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e work was conducted in accordance with weld data sheets that (1) properly
referenced the applicable WPSs, drawings, and work package, (2) provided
adequate hold points for QC signatures, and (3) provided traceability between
welding material heat numbers, welders, M&TE, NDE reports, and QC
inspections for each weld;

¢ welding material requisitions (WMRs) from the associated work package
selected the correct WPS, base material, filler material, and joint type;

o \WPSs were available, up to date, accurate, and in conformance with code
requirements;

o supporting PQRs appropriately qualified the specific ranges of welding
variables listed in the WPS, and the type and number of qualification tests
required received acceptable results; and

¢ NDE reports for liquid penetrant examination and vacuum box leak testing
showed proper review and acceptable results.

b. Findings
No findings were identified.

1A06 (Unit 3) ITAAC Number 2.2.03.03b (162) / Family 03B

a. Inspection Scope

The inspectors performed a direct inspection of construction activities associated with
ITAAC Number 2.2.03.03b (162). The inspectors used the following NRC IPs/sections
to perform this inspection:

e 65001.03-02.01 - Purchase and Receipt of Materials
e 65001.03-02.03 - Installation and Welding

e 65001.03-02.06 - Nondestructive Examination (NDE)
e 65001.03-02.07 - Review of Records

e 65001.03-02.08 - Problem Identification and Resolution
e 65001.B-02.01-Program and Procedures Review

e 65001.B-02.02-Welding Procedure Qualification

e 65001.B-02.03-Welder Qualification

e 65001.B-02.04-Production Controls

e 65001.B-02.05-Inspection

e 65001.B-02.06-Records

e 65001.F-02.02-Fabrication Records Review

e 65001.F-02.03-Observation of Fabrication Activities
e 65001.F-02.04-General QA Review

The inspectors reviewed welding and inspection records of two butt welds associated
with the welding of the Vogtle Unit 3 PXS pipe line L112B (IRWST injection line B to
DVI line B). The inspectors reviewed the completed weld records associated with
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work package SV3-PXS-POW-ME3240 for the following welds: SV3-PXS-PLW-029-1,
SV3-PXS-PLW-029-2, and SV3-PXS-PLW-029-2-RW1.

The inspectors reviewed weld records to determine whether:

e the welding activity was properly documented in the work traveler;

e records provided adequate traceability to all aspects of the welding activity,
including traceability to the welder who performed the work;

e the records adequately documented the following attributes: reference to
procedure and welder qualifications, inspector qualifications, weld material
certifications and receipt inspection reports, weld data or process records
(travelers), weld maps, weld inspection records, NDE records;

e the records were appropriately retained and stored in accordance with QA
program requirement;

e required inspections were identified in the traveler with hold points, as
appropriate; and

e accepted, rejected, and repaired items were documented in written reports.

The inspectors reviewed the RT examination records for the welds listed above to
determine whether the required examinations were performed in accordance with the
MISTRAS procedure 100-RT-302, ASME Section lll, Subsection NC, and ASME
Section V, Article 2. Additionally, the inspectors performed an independent inspection
of the radiograph to determine whether indications shown on the radiographs of welds
were characterized and documented in accordance with ASME Section 1, Subsection
NC, and ASME Section V, Article 2. For the welds listed above, the inspectors
reviewed RT Level Il and Level lll NDE qualifications to verify personnel were qualified
to the applicable processes and procedures.

The inspectors reviewed a sample of CMTRs and WMRs for the weld filler material to
determine conformance with ASME Section I, Part C, SFA 5.9 for Type ER308L, the
applicable weld filler material procurement specification, and the applicable WPS.

The inspectors reviewed the WPS and associated PQRs for the welds listed above to
determine if the WPS met the requirements of ASME Section IX, the supporting PQRs
appropriately qualified the specific ranges of welding variables listed in the WPS, and
the type and number of qualification tests required received acceptable results. The
inspectors also reviewed a sample of welder qualifications to verify personnel were
qualified to the applicable process, material, and position.

The inspectors reviewed a corrective action report (CAR) related to work package
SV3-PXS-POW-ME3240. The inspectors reviewed this report to determine if the
actions taken were appropriate for the situation and that the CAR received the
appropriate amount of review.

b. Findings

No findings were identified.

1A07 (Unit 3) ITAAC Number 3.3.00.02a.i.a (760) / Family 01F

a.

Inspection Scope
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The inspectors performed a direct inspection of construction activities associated with
ITAAC Number 3.3.00.02a.i.a (760). The inspectors used the following NRC
IPs/sections to perform this inspection:

e 65001.01-02.05 - Steel Structures
e 65001.B-02.04-Production Controls

On July 7, 2016 the inspectors observed the in-process welding of an overlay plate
(SRR-15-01569; A4-038) to the Vogtle Unit 3 CAO1 module (Weld Number CV6238-
38) to determine if the welding was performed within the ranges allowed by the WPS
and the requirements of American Welding Society (AWS) D1.1:2000. At the welding
lead, the inspectors made an independent measurement of the welding current and
voltage to verify that the welder was welding within the ranges allowed by WPS2-
1.1S02.

Additionally, the inspectors verified the following:

b. Findings

work was conducted in accordance with a "traveler," weld data record or similar
document which coordinated and sequenced the welding and inspection
operations;

the welding procedure used was the latest revision;

the weld joint was sufficiently protected from inclement conditions;

surfaces to be welded were smooth, uniform, and free from surface
discontinuities such as cracks or seams, and free from paint, oil, rust, scale,
slag, grease, moisture or other harmful foreign materials that could be
detrimental to welding for at least 2 inches from the weld joint;

the temperature of the base material at the joint, prior to welding, met the
preheat requirements of the WPS;

the welder had in his possession the correct size and classification of filler
material that was indicated on the welding material requisition form;

the interpass temperatures did not exceed the maximum value specified in the
WPS; and

the weld joint was traceable to the welders.

No findings were identified.

1A08 (Unit 3) ITAAC Number 3.3.00.02a.i.b (761) / Family O1F

a. Inspection Scope

The inspectors performed a direct inspection of construction activities associated with
ITAAC Number 3.3.00.02a.i.b (761). The inspectors used the following NRC
IPs/sections to perform this inspection:

e 65001.01-02.05 - Steel Structures
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e 65001.A.02.03 - Independent Assessment/Measurement Inspection
e 65001.A.02.04 - Review As-built Deviations/Nonconformance

e 65001.B-02.06-Records

e 65001.F-02.02-Fabrication Records Review

For two Vogtle Unit 3 shield building steel composite modules (SV3-1208-SC-01E and
SV3-1208-SC-01D) the inspectors observed the contractor’s receipt inspection
activities, reviewed manufacturing and inspection records, reviewed a sample of
certified material test reports, reviewed a sample of weld travelers, and performed
independent visual inspections and measurements of the modules to determine
whether the applicable quality and technical requirements specified in the purchase
order had been satisfied. Specifically, the inspectors verified that welding and
nondestructive testing was performed according to AWS D1.1:2000 and American
Institute of Steel Construction (AISC) N-690-1994 requirements.

On June 23, 2016, the inspectors observed contractor QC personnel perform the
receipt inspection of Vogtle Unit 3 Shield Building panels 01D and 01E to determine
whether the receipt inspection was performed according to QC inspection plan F-
Q445-004, Quality Standard (QS) 07.01, and Nuclear Quality Assurance Directive
(QAD) 07.14. The inspectors also performed an independent visual inspection of the
modules at this time to determine the following:

e the modules were stored in the appropriate storage level area, and this area
met the applicable requirements of ASME NQA-1-1994;

o the modules' markings were legible and matched the procurement documents;

e protective covers and caps were in place to protect threaded connections; and

e the modules were not damaged from shipping and met the shipping and
cleanliness requirements specified by SV3-1208-Z0-001, “Specification for the
Fabrication and Field Erection of the SC Panels for the AP1000 Shield
Building”;

The inspectors noted that the physical properties, dimensions, weld preparations, and
general workmanship were inspected by the contractor at the supplier’s facility prior to
arrival at the Vogtle site. The inspectors reviewed the contractor’s source inspection
reports, certificates of conformance, and supplier documentation packages to
determine whether the modules were in compliance with the applicable quality and
technical requirements specified in the pur