DukeE Power CoMPANY
Power BuiLpinc
422 SoutH CHURCH SteErRT, CHARLOTTE, N C. 28242

WILLIAM O PARVER, JRA,
vicr Pagsiognt ‘bet 30' 1979 TELEPHONE ARca 704
Steam PacoucTion 373-4083

Mr. J. P. O'Reilly, Director

U.S. Nuclear Regulatory Commission
Region II

101 Marietta Street, Suite 3100
Atlanta, GA 30303

Re: McGuire Nuclear Station
Units 1 and 2
Docket Nos. 50-369 and 50-370
SD 369-370/79-06, Supplement 1

Dear Mr. O'Reilly:

My letter of August 31, 1979, transmitted Significant Deficiency Report
SD 369-370/79-06 which described a problem with the personnel air lock
door seals. 1In the original report we committed to prcvide further
details on the corrective actions taken. This information is contained
herein.

A meeting was held at McGuire Nuclear Station on August 20, 1979, between
Duke Power Ccmpany and W. J. Woollev Company to discuss the deficiencies

and corrective actions. Subsequent to this meeting, W, J. Woolley Company
developed procedures for shop inspec ion and repair at Irwin Steel Fabricators
in Canton, Ohio (Attachment #1). All of the personnel air lock door seal
bolt holes wecre inspected for penetration depth, thread condition, thread
depth, and perpendicularity.

All fully penetrating bolt holes and all bolt holes which deviate from the
perpendicular by more than three degrees were plugged, drilled, and tapped
as shown on W. J. Woolley drawing 36973 (Attachment #2). Similar drawings
of all doors provide a record of repairs and existing bolt hold conditions.

Deficiencies related to thread condition and depth were repaired with threaded
inserts. Attachment #3 shows a section of the threaded insert in place.

These high strength inserts are installed after the holes have been re-tapped.
The pullout resistance of the tapped hole is actually increased since the
inserts allow greater shear area contact.
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Mr. J. P. 0'Reilly, Director
November 30, 1979
Page Two

These corrective actions for Unit 1 will be completed and the personnel air
lock door seals reinstalled by January 31, 1980. The schedule for implementing
these corrective actions on the Unit 2 personnel air lock door seals will be
consistent with the startup activities for Unit 2.

Very truly yours,

P .

William O. Parker, Jr.

THH/sch
Attachments
cc: Director
Office of Inspection and Enforcement

U.S. Nuclear Regulatory Commission
Washington, DC 20555
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1.0

2.0

3.0

SCOPE

“I Jo “bﬁl'cy Coo Attachment #|

McCUIRE AIR LOCK DOORS

SHOP INSPECTICN PROCEDURE

REVISION 0, 10/10/79

This procedure is intended for use on Personnel Air Lock Doors for
McGuire Nuclear Station Units 1 and 2.

P""RPOSE

Inspection of drilled and tapped holes in door seal plates.

PROCEDURE

3.1 Identification

3.1.1

3.1.2

3.2 Depth
3.2.1
3.2.2

3.2.3

Each hole for each door has a unique identification
as shown on drawings 36972 through 36979.

A map is included on each of the above drawings. It
is to be completed with the appropriate. neasurements
as evidence that each inspection stop has been
completed.

Remove the inflatable seals and keeper bars.

A depth gauge with a 60° included angle pointed
Plunger shall be used.

The depth of each wole for the outer seal row A and
the inner seal row A shall be measured and recordea
on the map. Based on the thickness of the door plate
and the depth of the hole, taking into account
tolerances, those that are determined to be drilled
through shall be re jected.

3.3 Thread Quality

3.3.1

3.3.2

3.3.3

A "Go - No Go™ type thread 8auge to measure a Class 3
threaded hoe shall be used.

The threaded gauge shall be screwed into each hole.
The "Go" portion should 80 in to a minimun depth of
1/2 inch. The “"No-Go" portion should not be able to
be screwed in. Those holes that do not meet the
above criteria shall be re jected.

An attempt shall be made to correct rejected threads
by running a tap into the hole. The thread gauge
test procedure stould then be repeated.

1504 927



W.J. Woolley Co.

McGUIRE AIR LOCK DOORS

:SHOP INSPECTION PROCEDURE

REVISION 0, 10/10/79

3.0 PRECEDURE {continued)
3.4 Angularity

3.5

k PN

The angularity of each hole shall be determined with the thread
gauge in the hole. The counter line of the hole shall be

90 ¥ 3® with the surface of the plate or the tangent of the
curve. The maximum angle should be recorded on the nap. Those
holes that are off by more than 3° shall ba re jected.

Documentation

331 The map shall bear the signature of the inspector(s)
and dates.

3.5.2 The sign-off may be performed for each measurement

recorded, or performed in groups of measurements
made by each inspector. If one inspector performed
all the inspections ¢nly one signature and date is
required.

Repa r

Those holes which are re jected shall be repaired in accordance
with drawings 36972 through 36979. The repairs shall be
accomplished using approved welding procedures, and following
the fabricators Quality Assurance Progranm.



Ropair Procedure No.

* IRWIN STEEL FABRICATORS o ot

Reference S.0. No._29553-y

Customer¥. J. 'dooll'ey Company Dale Issued 11-12-79 ‘ 3
Drawing Number Humbzr of Dafective Parts__1 Door

Piece Mark or Assembly Name Iaflatadle Seal Alr ILock Door

Descriptian of Defect _ Inproperly drilled holes for pounting Air Iock Seals in

Personnel "Air locks at MeGuire Nuclear Station.

_L_okca‘t fon of Dzfect

To be determined at -acceptance in- - Sketch if lecessary .
spection of holes (See Oper. No. 2). .

a

N L RGID
,'6)1lhr ) i1 '
ir i .

504" 024
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RSl s 3 REPAIR PROCEDURE R R S
. -Operat on Description .. . Supv. Date| Insp. Da
‘ . il Init. Init. -

B Receive and inspect for damage that may have occured dur-

ing shipping, handling, etc. prior to receipt by ISF. ' *

2, | Perforn acceptance inspection as detailed below. Holes
found to be unacceptable shall be circled with paintstick. || =
Initial and date all inspections ‘in the appropriate col-

uans of the “Acceptance Inspectioa Report for McSuire D.:»g! ™, -
' . b
A. Visual examine all-holes, This examination is to det- & ".:“
ect stripped, crossed, or torn threads. Describe any ) \\" \/
defects 5n the "Acceptance Inspectlon Report for ‘:’*::V
fieGuire Doors" under the "Visual Thread Condition" Ny
Heading. If a thread is fourd to be defective, procésd A ‘\;*
to Operation Mo, 2D, : (:,:Li_‘:;;/ -
-
o} Date |By | ~ Revisioa : Eng. reviex: '\{'_L - Date: =
! HANI/AT reviow: 4 Date:
. | .
Froluction Conﬁrol O Skop 0ffice O anI/AI * O Inspeciicen 0 “ela Floor

When Applicable)
e Soe . - Shset 1 _of 5



T I R Repair Procedure No.
’ ' REPAIR IROCEDURE ; y
(Continued from Sheet Nol ) Rework Order No. N/A

Reference S.0. No. 23557~

| sp.
. No, Opsration Cescription I ﬁ;‘lf ; Date }.{:1? . Dat:

Row "A" holes by usinz a pointed Vernier Dial Caliper
depth gauge. Record the actual depth dimension on the
"Acceptance Inspsction Report for McGuire Doors" under
the "Drilled Hole Depth" Heading. If a hole is found

to be drilled thru proceed to operation Mo, 2D, "

Oper

- :

L B, PMeasure the depth of outer seal Row "A" and inner seal
F

C. All threads shall be examined by using a "Go-lio Go

type thread gauge. *
(1) The "No-Go" portion should not be able to be screw- '

ed into the hole more than 4 turns. Record the re-

sults on the “Accept : port for

McGuire Doors" under the "No-Go" _gauze Headipnz by
marxing a "X" in the "No" column if the above crit-
eria is not met., If a hole does 1ot peet the akhove
(2) The "Go" portion should go into the hole a nininum
—
P

criteria proceed to Operation No,2D,

depth of 1/2", If the above criteria is aet, re-
cord the results on the “"Acceptance Inspection Re-
port for McGuire Doors" under the "Go Cauge" Heading
by marking a “X" in the "Yes" column and under the '3\ /
"Tapped Thread Depth" Heading by marking (>1/2").
If the above criteria is not net, retap the hole
by using a 1/2"-13 UIC Hand Tap and re-examine with | - -
a "Go-No Go" type thread gauge as follows: =, '/

(g) The “Go" portion should go into the hale o

>

—
e

minimun depth of 1/2". Record ths results on 3 !/

the "Acceptance Inspection Report for licGuire

Doors" by marking a "X" in the “Yes" colunn

under the "GO Cauge" Heading and by marking

v lNo| Date [By | Revision - i Rev Mo Date | By fevision

| il
‘ ' . ~\ 77 =\ A NAN

1

J Froduction Control [J Shop Office O A. 1. - (OInspaction [J ¥21d Floor
(Vhen Applicable)

Form 184 Rey. 9.74 : ]504 025 Shzet 2 of 5




REPAIR IMOCEDURE
(Continued from Sheet Ko 2 ) Order

Réfcfence S.

Reworl:

- chngr Procaedure No.-

No.

0.

6/A

No." 295353-N

Operation Description

| Supv,
| init,

Date

Insp,

_Init,

Dat

(>1/2") under the “Tapped T wead Depth" head-

ing if the above criteria is . 't or by marking

a "X" in the "No" column under the "Co Gauge" '

Heading if the above criteria is not met pro-

__ceed to Operation No. 2D.

(b) The "No Go" portion should not be able o be

screwed into the hole more than 4 turns, If

the above criteria is not met, change the

"Acceptance Inspectlon Record for McGuire

Doors" by removing ‘the "X" in the "No" colunn

under the "No-Go Gauge" Heading and markins a

"X in the "Yeg" gglggn gngg; e "No Go Gauge"

Hs.&rg

D, Measure the thread anzle of each hole by screwing the

"Go-No Go" Gauge into the hole and determining the

thread angle by using a protractor., Record the actual

measurement ih degrees on the "Acceptance Inspection

Report for McCuire Doors” under the "Thread Anzle Head-|
. 1“.. ".. .

E. Responsible Engineering & QA Personrel are to evaluate

all Inspection Data and determine if repair is required),

method of repair, and any remarks that may be required,

Responsible Personnel will mal!: *he above information oh

. "

c ce Inspect e MeG  Doors"

under the appropriate Headings,

All holes which will be plugzed are to be drilled 1" Dia.

thru by usinz a “Rotobroach"; thus removing the existing

inproperly drilled hole.

By | " Revision

J Proluctioa Control

Frrs 182

iJ Swop 0f8ice [ ‘A, I.

(Vhen Applicable)

C}.b15“239101

Rav,. Q.74 - l
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REPAIR IMOCEDURE
(Continued from Sheet No_3 )

Repair Procedure No.-

Rework Order No,
Reference S.0. No. 29553-¥

" M/A

Operation Description

| Supv,
| Init.

Insp,

Date Init,

Dat

All holes which will be reraired by using a thread insert arf

:

to be drilled 17/32" Dia, x 13/16" Deep and Tapped 11/16"

Deep by using a special Tap.

5e

Screw threaded inserts into required hole and set.

€.

From 1 1/4" Dia. Round Bar (SA-350-1F2) purchased on ISF

plece #2 Per Drawing.

P,0, # MB6Q:, prepare required quantitles of piece #1 and |

7

Use Xyleane Solvent to sufficlently clean all

holes drilled
in Oper. #3. ' KR

Fit and weld plece' #1 and piece #2 into the approvriate hole

in accordance with VW,P, #126 including Addenda using Qualj-

fied Welders and Certified £-7018 Electrode,

Grind all welds flush,

10,

Clean welds nade in Operation No, 8 sufficlently for Liquid

Penetrant Examination.

11,

Liguid Penetrant inspect welds made in Operation Yo. 8 in

accordance with ISF Procedure ND2-IC-PT1 including Addenda.

P.T. Report Required.

P.T. Report No.

e — % 1 -
(HSB and Duke Power Personnel to review all Reports an

d to

sample Witness some P.T. Inspections on the entire contmct)J

H.S5.B. Review

Duke fower Review

) o).

b
[*)

Date

cr|
W

w !

By | Revision

Revision

| Rev o
i

15
1

|

i
!I
14

U

froduction Control (O Skop Office

T e

O a. 1.

(When Applicable)

-
-

0

| i

»

027

W21d Floor

Shsel &



REPAIR FROCEDURE
(Continued from Sheet Lok )

Repair Procedure No.

Rework Order No. N/A

Réfe_r.'snce S.0. No. 22553-N
YL T i I Supv, Insp,
Operation Pescription | Init. Date Init Da
All clanp bars to be redrille .e__SL_Ligd g" dhm_a.ni_msp;m:-l
sunk for proper head depth,
Assenmble clanmp bars to assure plugsed holes are properly
located, ‘ *
Perform Accejtance inspection of all reraired holes per
"Repair Inspection Report for McCuire Doors" »
Complete "Manufacturer's Report of Welded Repairs or Alter-
atlons"
H.S.D. _
| Peview 211 final documentation, »
H.S.B, Review
Prepere for shippinz,
Ship. S
h
q.ﬂ\l
S=7
& .- // -
- _t::? /
W - ‘§::Ll(
1
— ;~“‘a?//
E | ,Vf.//
ov Noi Date {By | "~ Revisioa : ff“H_c-:‘:r-iIS 53'?.‘;3‘]'5;; SL Re'fisio-::
E |

L]
. ) H

D

J o=
|

}
LU

J Productioa Control [ Shop Office (O A. I.

- — m— .Y C I

TH

(Vhen Applicable)

C Inspaction [ i#21d Floor
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Attachment #3

Clamp Bar
SA Sle Gr, 70 / é ® Bolt- *I3UNC Thread

(SA-304 Stainlegs Steel)

N

Seal
’ / '/ ; Door Plate
S 7/ /] SASsle Grlo
// /,/ ) ’.' Y /.,/
/ ;
// y.
. Threaded. [nsert .

'8-8 Stainless Stee
(Combination 0f Type 302
And Type 304 ) #

* Cold Rolled Wire - Ultimale Tensile Strength 200-230 Ksi,

SKETCH 2! 1504 029

Threaded Imgert A Ssembly




