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~ POOR ORIGINAL

3.0 BASELINE AND INSERVICE INSPECTION PROGRAM EXAMINATION (Cont.)

All vessel shell sections are machined forgings fabricated
of A-508, class 2, manganese-molybedeaum stee..

3.1.1.2 Circumferential Shell Weld

There is one circumferential seam weld, appreximately 50
feet in length, in the vessel cylinderical shell located
outside of the beltline reg:-~a. be weld will be iaspected
from the vessel I.D. with the core internals removed and
will be inspected as part of the preservice baseline ia-
spections. Approximately 5 percent of the weld shall be
examined during the inservice inspection interval.

Lower Head Seam Welds

There are six orange peel seam welds (24 feet)
circumferential seam weld (38 feet), for a total of approx=
imately 62 feet, which will be partically accessible for
future examination from the vessel I.D., with the core
internals removed. The welds will be iaspected as part

of the preservice baseline and inservice iaspection.

and one

The bottom head sections are fabricated of A-333, Grz. B
class 1, manganese-molybdenum steel.

.

Closure He id Weld

The head cap weld is approx-.aately 41 feet ia length and
can be iaspected for the preservice baseline azd inservice
inspection from the head outside surface. The head does
not have any orange peel welds

The closure head riang is fabricated of A-508, clas
manganese-molybedenum steel. The closure gemisgne
head section is fabricated of A=533, Ge. B, clas
manganese-molybdenum steel.

During the conduct of the Unit 1 pressurizer baseline
examination a flaw indication in the closure head weld

was observed. TFlaw evaluation and acceptability was based
on code case =209 (see nonconforming report 6P for ad-
ditional information concern ng flaw evaluation and location)
Approximately 5 percent of the closure head weld shall be
examined each iaspection interval. The flaw iadication
volume shall be included ia the § percent each iospectisn
interval.
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Vessel-to-Flange Weld and Head-to-Tlange weld
g€

The vessel-to-flange weld is approximately 30 feet in
length and will be accessible for future examination.
The preservice baseline shall be performed from either
the flange seal surface or from the vessel inside di=
ametes with vessel remote inspection tools. The tech-
nique used for the baseline will also be used for future
inservice iaspections.
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Compoaent

Reactor Vessel

1. C!rcuhfercnt!al shell
welds

Circumferentlal shell
welds

3. Lower head meridional
welds

Lower head seam weld

5. Closure head scanm weld

6. Vessel-to-flange
clrcumferential weld

(l) See Section 3.1.1.4

= beltline region

Table

_Sequoyah Inuecvice Inspeciion Program - Class "A'

A

(Crange peel seam)

Total Sample Method of

Savple Tested Inspection Quantity Inspected

40 80 120

Month Month Month
150 £¢. 7.5 1¢. ur 7.5 8k,
50 £y, 2.5 f¢. uT 2.5 fe.
24 fr. 2.5 fe, ur 3 #t.
28 ft. 2 Tt. ur 2 tc.
41 ft. 2 fe. ur 2 fc.
50 ft. 50 ft. ur 16 fr. 17 fr. 17 fi.
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Anpendix A

Fapge
Rev.,

Comgonents

Examination Category
From Table
TWR-2600, Section XI

1 of 32
8

Reference
Draving Number
and Remarks

B-B

B-C

CH-M-2343-B
Accessible from
inside when core
barrel is removed

CH-M-2343-B
Accessible from
inside when core
barrel 1s removed

Cll-M-2343-B
Accessible from
fnsfde when core
barrel is removed

CH-M-2343-B
Accessible from
inside when core
barrel is removed

CH-M-2358-B
Accessible from
flange suiface or
inside dlameter

Cli-M-2343-1
Accessible from
flange surface or
inside diameter



