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April 30, 1990

U.S. Nuclear Rogulator{ Commission
ATIN: Document Control Desk
Washington, D.C. 20555

PLANT HATCH - UNIT )
NRC DOCKET 50-321
OPERATING LICENSE DPR-57
STATUS OF 1GSCC WELD EXAMINATIONS AND

PROPOSED WELD OVERLAY DESIGN

Gzntiemen:

During the current Unit 1 condenser retube/refueling outage, Georgia
Power Company (GPC) has been inspecting intergranular stress corrosion
cracking (IGSCC) susceptible welds per our commitments to Generic Letter
(GL) -0) and NUREG-0313, Revision 2. On April 3, 1990, GPC met with
members of Nuclear Reactor Regulation (NRR) and Region 11 to discuss our
inspection results-to-date, particularly the discovery of crack-1ike
indications in 28" recirculation system glpin welds. We have since had
phone conversations with NRR on April 11, 13, and 16, 1990, on GPC’'s
proposed examinations of additional welds. These conversations resulted in
an agreement allowing GPC to oxgand its examinations to a limited number of
IGSCC-susceptible welds. Enclosure 1 documents the results of these
conversations and provides the additional information/justification
requested by NRR personnel. Enclosure 2 transmits our proposed weld
overlay designs for the 28" welds which will require repair,

As of April 23, 1990, GPC has completed the IGSCC examinations for Unit 1,
including additional inspections discussed in the phone conversations and
Enclosure 1. No new indications have been detected. Also, GPC has
completed examinations on seven non-safety related reactor water clean-up
(RWCU) welds outside primary containment. These welds were examined per a
commitment made by GPC in letter HL-517, dated June 16, 1989. No
IGSCC indications were detected. Pursuant to GL 88-01, GPC hereby requests
NRC permission to restart Unit 1.
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¢ Gorgia Powes A

U.S. Nuclear Regulatory Commission
April 30, 1990

Page Two

Please contact this office if you have questions, |

Sincerely,
w4, M=
W. G. Hairston, 111
GKM/eb
Enclosures:

1. Limited Scope Expansion of I1GSCC Weld Examinations
2. Proposed Weld Overlay Design

! Egg:g]. zgu’: gempgny
"r. x, General Manager - Nuclear Plant
Y.
GO-

H. C. N
"3. D. Heidt, Manager Engineering and Licensing - Hatch

z

. L. P. Crocker, Licensing Project Manager - Hatch

Mr. S. g. !bneter. &egiona! igministra!or

Senior Resident Inspector - Hatch
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ENCLOSURE 1

PLANT HATCH - UNIT )
NRC DOCKET 50-321
OPERATING LICENSE DPR-§7
LIMITED SCOPE EXPANSION OF
1GSCC WELD EXAMINATIONS

NUREG-0313, Revision 2, characterizes different welds in different
categories and stipulates percentages of welds which must be examined each
outage. It also prescribes what additional welds are to be examined if
crack-11ke indications are detected in the initial group or population of
welds. If indications are detected in this second sample, the NUREG
directs that the remaining welds in that category be examined.

Ouring the 1GSCC inspections, GPC detected crack-like indications in
two 28" Category C welds. Category C welds are welds with no previously
detected 1GSCC indications, and which have undergone stress improvement
(1.e., induction heating stress improvement-I1HSI). Georgia Power Company
met with the NRC to discuss the Category C findings on April 3, 1990. We
also presented finspection results which showed new or larger crack
indications in Category F 28" welds. Category F welds are those which had
previously shallow crack indications and had been treated with IHSI. Secope

expansion in Category F welds was not an issue because all welds in this
category were already examined this outage.

The initial inspection plan called for an examination of 21 Category C
welds, including ten 28" welds. Georgia Power expanded scope, per the
NUREG, and examined an additional 2] Category C welds, including the

remaining fifteen 28" welds. New indications were detected in fi.e of the
fifteen 28" welds.

Georgia Power Company contacted the NRC with a proposed limited
Category ( scope expansion. Discussions were held on April 11, 13, and 16,
1990, and agreement was reached regarding scope expansion. The expansion
will be Timited to fourteen (14) additional Category C welds instead of
all remaining Category C welds as called for by NUREG-0313, Rev. 2.
Table 1 shows the distribution of Category C welds examined in the original
and first scope expansion. The 14 Category C welds GPC agreed to examine
as @ limited second scope expansion per the April 16, 1890 phone call are
also delineated in Table 1. With the completion of these 14 weld exams,
all Category C circumferential welds have been examined either last outage
or this outage. Our additional scope expansion includes:

- Four additional 12" riser welds
~ Two 4" branch connection to cap welds not examined
last outage and one 4" branch connection weld
Four 22" manifold to sweepolet welds
Two 22" pipe to cross welds
One 24" weld to complete unisolatable RHR system

HL-1056
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ENCLOSURE 1 (Continued)
LIMITED SCOPE EXPANSION OF
1GSCC WELD EXAMINATIONS

During the April 16, 1990 phone call, questions were posed by NRC
concerning UT techniques employed during the ?rovious Unit 1 outage and how
they compare with present techniques. NRC also requested GPC review past
data on welds 28A-14 and 28B-9.

The ultrasonic examinations for 1GSCC susceptible welds during the
1988 and 1990 outages were conducted using a combination of shear and
refricted longitudinal wave techniques, with the 459 shear wave used as the
primury detection method in both outages. Manual examinations were
perfurmed in 1988, and a combination of manual and mechanized data
recording was used during the 1990 outage. The mechanized exams were used
for initial examination (due to ALARA considerations) with results being
verified by manual examination. The only appreciable difference between
the two methods 1is that mechanized exams provided a more detailed
characterization of flaws, especially those oriented in the axial
direction. Otherwise, there is not a real difference between the primary
detection methods employed during either outage.

Charges were made, however, to the supplemental techniques used during
the 1990 outage as a result of the continuing experience gained by
inspection personnel. In this case, a 60° refracted longitudinel wave
examination was performed in lieu of the previously required 60° shear wave
examination to provide better penetration and coverage through the weld.
This supplemental technique 1s reguired for examinations with limited
coverage, such as a valve to pipe weld, but was used or other welds
additionally as appropriate.

As requested during the April 16 phone call, GPC has reviewed the 1988
inspection data for welds 28A-14 and 28B-9 and compared the results and
techniques with the 1990 outage. These welds are of particular interest,
since they represent the only 28" diameter Category C welds inspected last
outage which show new IGSCC indications, after being inspected last outage,
with no reportable indications.

Weld 28A-14 (Elbow to Pipe) was inspected in 1990 with nine new axial
indications being detected. Six axial indications (15-37% through-wall)
were detected using the 45° shear wave. Three axial indications (26-34%
through-wall) were detected with the 60° refracted longitudinal wave, but
were not seen with the 45° shear wave. Comparison of the 1988 and 1990 450
shear wave data shows that there were no recordable indications during the
1988 examinations in the area of interest.

HL-1056
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ENCLOSURE 1 (Continued)

LIMITED SCOPE EXPANSION OF
165CC WELD EXAMINATIONS

Weld 28B-9 (Valve to Pipe) was inspected 1in 1990 with three new
circumferential indications being detected with the 45° shear wave and
confirmed with the 60° refracted lonTitudinal. These indications are 4"
long by 37% through-wall, 2" long by 13% through-wall, and 6" 1on? by 25%
through-wall, Through-wall measurements given are maximum for the
indication and not for the entire length. Comparison of the 1988 and 1990
459 shear wave data shows that there were heavy root geometry type signals
present during the 1988 examinations.

Table 2 presents the flaw characterizations for the seven 28"
Category C welds which will be overlayed. Note that weld 28B-15 shows
considerably more cracking than the other welds in the table. This weld
was not examined last outage but was examined two outages ago in 1987,
Weld 28B-15 had indications of heavy root geometry when inspected in 1984,
1985/86 (pre- and post- IHSI) and in 1927. As part of the process to
evaluate the IGSCC indications found this outage, the previous 1987 data
was again reviewed. This detailed review of the 1987 data indicated a
possible change in indications as compared to previous (1984, 1985) exams.
It appears that these indications could have been evaluated as “16SCC-11ike"
indications during the 1987 inspections but were not because of the
pre-existing heavy root conditions. In light of this information, the

examination histories for all Category C welds not examined this outage

were reviewed. The results of this evaluation showed no other suspicious
indications that warrant further examination.

HL-1056
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TABLE 1
PROPOSED ADDITIOMAL CATEGORY C SCOPE EXPANSION

PROPOSED
TOTAL WELDS WITH ADDT » TONAL

TOTAL EXAMINED NEW GSCC SCOPE
CIRC WELDS BY 4711790(1)  INDICATIONS EXPANS [ON

8 0 N/A 3
27 11 0 4
12 0 N/A 6

25 7

G31 6"

COMMENTS
Note (4)

WNote (2)
A1l Done Already.

A1l Done Already.
Completes 24"
Note (3)

All All 80 42 14

(1) Includes original sampie of 21 welds, plus 21 welds in first scope expansion.

(2) Includes eight 22" solution annealed sweepolet welds.

(3) Resistant material which has been welded on and classified as Category C for
conservatism.

(4) Includes four solution annealed branch connections.
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TABLE 2

NUREG-0313 CATEGORY C WELDS
FLAW CHARACTERIZATION

Weld Orientation Length

1B31-1RC-28A-7 Circ 4.9"
Axial 25"

1831-1RC-28BA-8 Circ 13"
3 Axials J"-1.0"

183]1-1RC-28A-14 9 Axials 28"~ . 98"

1831-1RC-28B-9 Circ 4"
Circ '
Circ 6"

1B31-1RC-28B-13 Circ

1B31-1RC-28B-14 Circ
Circ
3 Axials

1B31-1RC-28B-15 Circ
Circ
Circ
Circ
Circ
Circ
Circ
Circ
Circ
Circ
Circ

(1) Represents peak thru-wall depth for each indication.

HL-1056
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ENCLOSURE 2

PLANT HATCH - UNIT 1
NRC DOCKET 50-321
OPERATING LICENSE DPR-57

PROPOSED WELD OVERLAY DESIGNS

Georgia Power Company is proposing to overlay a total of twelve 28"
recirculation system welds in Unit 1. Five of these welds were previously
Category F welds, and seven were previously Cato?ory C welds. Per the
requirements of GL 88-0], GPC 1s submitting details of the weld overlay
repair on each of the twelve welds for NRC approval prior to Unit |
startup. A1l proposed repairs are full structural overlays.

The Category F welds which require repair are:

Weld No. 1B31-1RC-28A-2
Weld No. 1B31-1RC-28A-4
Weld No. 1B31-]1RC-28A-6
Weld No. 1B31-1RC-28B-8
Weld No. 1B31-1RC-280-10

The Category C welds which require repair are:

Weld No. 1B31-1RC-28A-7
Weld No. 1B31-1RC-28A-8
Weld No. 1B3]1-1RC-28A-14
weld No. 1B31-]1RC-28B-9
Weld No. 1B31-1RC-28B-13
Weld No. 1B31-1RC-28B-14
Weld No. 1B31-1RC-28B-15
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/ :
Safe-end ! Pipe
¢ WELD
WELD QVERLAY
REPAIR DETAILS
| FLAW DESIGN DIMENSIONS | R l
N BER - \ . COMMENTS
WELD NUMBER | cpamactEtiation 7 T T
1B31-1RC~28A-2 1)Circ 0.8" Long x| 0.46"3.20"(3.20"
25% a/t
2)Circ 5.5" Long x
37% a/t
3)Cirec 4" Long x
15% a/t
¢)Circ 1 1/4" Long
x 19% a/t ‘
PREPARED BY. DATE DESCRIPTION:
éé;,‘i;1; Standard Weld Overlay Repair Desigt
Melpe for Weld 1B31-1RC-28A-2
mﬁcx OATE (per NUREG-0313, Revision 2)
RS
J0B NO: PLANT / UNIT, . REV
GPCO-18Q Georgia Power Plant
Hatch Unit 1 1
FILE NO. | 246 N0 SnT
GPCO-18Q-301 GPCO-18Q~001 1 oF 2




NOTES f

1. Weld overlay material is to be type 308L
or equivalent, with as-deposited delta
ferrite content greater than 7.5 FN.

2. Component surface is to be examined by dye
penetrant method and accepted as clean
prior to overlay application in order to
include the entire deposited overlay
thickness in meeting the design thickness
requirement, per NUREG-0313, Revision 2.

3. In the event that the original component
surface does not pass the note 2 require-
ments, the first deposited weld layer
is to be examined by dye penetrant
method and accepted as clean before
proceeding with subsequent layers.

4. First weld layer is to have a measured
delta ferrite content greater than 7.5 FN.

5. Design thickness includes no allowance
for surface conditioning operations to
facilitate UT inspections.

6. Design length is that required for
structural reinforcement; greater length
may be required for effective UT inspection.
This is to be determined in the field.

ﬁ STRUCTURA
GPCO-18Q-001, Rev. 1, Page 2 of 2 ALY




I
3

|
45 MIN |
TYP |

Elbow

WELD OVERLAY

REPAIR DETAILS

T AW DESIGN DIMENS]ONS |

WELD NUMBER | CHARACTERIZATION T A

COMMENTS

1B31-1RC~28BA~4 '8 Axial Flaws Plus 0.45"(3.20"(3.20"

1)Circ 6.85" Long
x 19% a/t

2)Circ 5" Long x
17% a/t

3)Circ 6" Long x
23% a/t

4)Circ 3 1/4" Long

X248 a/t

PREPARED BY. \ DATE | DESCRIPTION;
7/%‘/90 |Standard Weld Overlay Repair Design

- , for Weld 1B31~1RC-28A-4
CHECKED By /?1( oare l (per NUREG-0313, Revision 2)
Ay PP~ 3/3:/7 |

J08 AD: / PLANT 7 UNIT, REV
GPCO~18Q Georgia Power Plant

Hatch Unit 1 -
FILE NO. 246 N0 | SHT
GPCO-18Q~-301 GPCO-18Q~002 1 sz




NOTES

1. Weld overlay material is to be type 308L
or equivalent, with as-depaosited delta
ferrite content greater than 7.6 FN.

2. Component surface is to be examined by dye
penetrant method and accepted as clean
prior to overlay application in order to
include the entire deposited overlay
thickness in meeting the design thickness
requirement, per NUREG-0313, Revision 2.

3. In the event that the original component
surface does not pass the note 2 require-
ments, the first deposited weld layer
is to be examined by dye penetrant
method and accepted as clean before
proceeding with subsequent layers.

4. First weld layer is to have a measured
delta ferrite content greater than 7.6 FN.

5. Design thickness includes no allowance
for surface conditioning operations to
facilitate UT inspections.

6. Design length is that required for
structural reinforcement; greater length
may be required for effective UT inspection.
This is to be determined in the field.

ﬁ 'THUC;S’RYAL
GPCO-18Q-002, Rev. 1, Page 2 of 2 HM Lyt
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!
3 Axial Flavws plus 0.44" 3.
1B31-1RC-2BA-6 1)Cire. 1.75" long l
x 10% a/t | ‘
12)Cire. 2.2" long | ;
| X 17% a/t | |
13)Cire. 1.2" long | 1
X 9% a/t |
4)Circ. 4.7" long i
X 12% a/t

PREPARED BY DATE | DESCRIPTION

.—4{,ug§a§=;’;’ 3/%e/9p |Standard Weld Overlay Repair Design

,for Weld 1B31-1RC-28A-6 (per NUREG-

¢ - i // 79 W |
| ,/“f%%i b :}/,/" §ﬁ>96?1' 1
3 /7 1

[ +O0B NO: i PLANT / UNLTY,

GPCO-18Q |Georgia Power Plant
|  Hatch Unit 1

| FILE NO. | o66 N0

GPCO-18Q-302 | GFCO~18Q-003

[




NOTES ._

1. Weld overlay material is to be type 30&EL
or equivalent, with as-deposited delta
ferrite content greater than 7.5 FN.

2. Component surface is to be examined by dye
penetrant method and accepted as clean
prior to overlay application in order to
include the entire deposited overlay
thickness in r.eeting the design thickness
requirement, per NUREG-0313, Revision 2.

3. In the event that the original component
surface does not pass the note 2 require-
ments, the first deposited weld layer
is to be examined by dye penetrant
method and accepted as clean before
proceeding with subsequent layers.

4. First weld layer is to have a measured
delta ferrite content greater than 7.5 FN.

5. Design thickness includes no allowance
for surface conditioning operations to
facilitate UT inspections.

6. Design length ie that required for
structural reinforcement; greater length
may be required for effective UT inspection.
This is to be determined in the field.

ﬁ STRUC;QTRAL
GPCO-18Q-003, Rev. 1, Page 2 of 2 ARCEIATS ind
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45°* MIN
[
t
-
" /

/ !
Elbow l Valve
¢ WELD
WELD OVERLAY
REPAIR DETAILS
ab FLAW IDESICN DIMENSIONS |
| IIMR S - o) -
WELD NUMBER | oorracTERIZATION [ G S RO Lol bt
1B31-1RC-208B-8 7 Axial Flaws plus | 0.44"[3.50" Po.zzsi
1) Cirec. 0.6" long
x 25% a/t
PREPARED BY, OATE DESCRIPYION
v Standard Weld Overlay Repair Design
e 1392 for Weld 1B31-1RC-28B-8
CHECKES A DATE (per NUREG-0313, Revision 2)
/4 /3470

JOB WO - / LPLAM /7 UNIY,

eorgia Power Plant

GPCO-18
FILE NC. | 086 NO:
GPCO-180-303 ; GPCO-1£0Q-004




NOTES

1. Weld overlay material is to be type 308L
or equivalent, with as-deposited delta
ferrite content greater than 7.6 FN.

2. Compcunent surface is to be examined by dye
penetrant method and accepted as clean
prior to overlay application in order to
include the entire deposited overlay
thickness in meeting the design thickness
requirement, per NUREG-0313, Revision 2.

3. In the event that the original component
surface does not pass the note 2 require-
ments, the first deposited weld layer
is to be examined by dye penetrant
method and accepted as clean before
proceeding with subsequent layers.

4. First weld layer is to have a measured
delta ferrite content greater than 7.6 FN.

6. Design thickness includes no allowance
for surface conditioning operations to
facilitate UT inspections.

6. Design length is that required for
structural reinforcement; greater length
may be required for effective UT inspection.
This is to be determined in the field.

ﬁ .‘T:UC
GPCO-18Q-004, Rev. 1, Page 2 of 2 oyl g 140




Pipe

WELD OVERLAY

EPAIR DETAILS

FLAW IDESIGN DIMENSIONS |
CEARACTERIZATION [ v | A [ B |

WELD NUMBER COMMENTS

2 A w 44" 13.10" (3.10"

1B31-1RC-28B-10 |1) gi:é §f;"'1§;g' 9 9397 110
X 33% a/t

2) Cire 1" long x
33% a/t

3) Cire 17" long
X 21% a/t

PREPARED BY OATE DESCRIPTION:
Standard Weld Overlay Repair Design
| “é‘“"ﬁl—-‘ Y2e/lo for Weld 1B31-1RC-28B-10
DATE (per NUREG-0313, Revision 2)
2/3</20

.OI N PLANT /7 UNIT. REV
Goorgia Powver Plant
GPCO-180Q Hateh Unit 1 ]
FILE NO. 366 NO: SHT
GPCO-180~ -180~
18Q0-303 GPCO-18Q~00% 1 OF 2




NOTES

. Weld overiay material is to be type 308L

GPCO-18Q-006,Rev. 1, Page 2 of 2

or equivalent, with as-deposited delta
ferrite content greater than 7.5 FN.

. Component surface is to be examined by dye
penetrant method and accepted as clean
prior to overlay application in order to
include the entire deposited overlay
thickness in meeting the design thickness
requirement, per NUREG-0313, Revision 2.

. In the event that the original component
surface does not pass the note 2 require-
ments, the first deposited weld layer

is to be examined by dye penetrant
method and accepted as clean before
proceeding with subsequent layers.

. First weld layer is to have a measured
delta ferrite content greater than 7.5 FN.

. Design thickness includes no allowance
for surface conditioning operations to
facilitate UT inspections.

. Design length is that required for

structural reinforcement; greater length

may be required for effective UT inspection.
This is to be determined in the field.




WELD OVERLAY.

™ -
RE

PAIR DETAILS

a8 A

FLAW DESIGN DIMENSIONE |
WELD NUMEER L ingh A IMENTS
ELD NOMBER | cuamacTERIZATION [T% T A T 8 |  COMMENTS
1B31«1RC=28A«7 0.49" | 3,50" |20.125)
PREPARED BY: : OATE DESCAIPT [N,
3/3e Standard Weld Overlay Repair Desigr
M / /"  for Weld 1B31-1RE-28A-7 ’
CHECKED per NUREG-0313, Revision 2)
J08 NO: PLANT /7 UNIT, REV
GPCO~18Q Georgia Power Plant 1
Hatch Unit 1
FILE NC. 06 N =T
GPCC-18(0~-308 Grco-18Q-010




NOTES :

. Weld overlay material is to be type 308L

or equivalent, with as-deposited delta
ferrite content greater than 7.5 FN.

. Component surface is to be examined by dye
penetrant method and accepted as clean
prior to overlay application in order to
include the entire deposited overlay
thickness in meeting the design thickness
requirement, per NUREG-0313, Revision 2.

. In the event that the original component
surface does not pass the note 2 require-
ments, the first deposited weld layer

is to be examined by dye penetrant
method and accepted as clean before
proceeding with subsequent layers.

. First weld layer is to have a measured
delta ferrite content greater than 7.6 FN.

. Design thickness includes no allowance
for surface conditioning operations to
facilitate UT inspections.

. Design length is that required for

structural reinforcement; greater length

may be required for effective UT inspection.
This is to be determined in the field.

ﬁ STRUCTURAL
GPCO-18Q-010, Rev. 1, Page 2 of 2 oartLY




Pipd ‘ valve
{
¢ WELD
WELD OVERLAY.
REPAIR DETAILS
FLAW DESIGN DIMENS [ONE |
£ MBS . 5 OMMENT
WELD NUMBER CHARACTERIZATION t YR Y SUENTS
1B31-1RC-28A~8 0.43" | 3.50"({20,125"
’lE'AREU BY: UATE OESCRIPTION:
i/"/’a Standard Weld Overlay Repair Design
for Weld 1B31-1RC-28A-8
D‘E (per NUREG-0313, Revision 2)
C.:

J08 NG,
GPCO-18Q

wuu% i @

Georgia Powor Plant
Hatch Unit 1

-

FiLS NO:
GPCO~18Q-309

oW NO

GPCO-18Q~-011




NOTES

1. Weld overlay material is to be type 308L
or equivalent, with as-deposited delta
ferrite content greater than 7.6 FN.

2. Component surface is to be examined by dye
penetrant method and accepted as clean
prior to overlay application in order to
include the entire deposited overlay
thickness in meeting the design thickness
requirement, per NUREG-0313, Revision 2.

3. In the event that the original component
surface does not pass the note 2 require-
ments, the first deposited welid layer
is to be examined by dye penetrant
method and accepted as clean before
proceeding with subsequent layers.

4. First weld layer is to have a measured
delta ferrite content greater than 7.5 FN.

6. Design thickness includes no allowance
for surface conditioning operations to
facilitate UT inspections.

6. Design length is that required for
structural reinforcement; greater length
may be required for effective UT inspection.
This is to be determined in the field.

ﬁ STRUCTURAL
GPCO-18Q-011, Rev. 1, Page 2 of 2 S Lp A




i
45° MIN — i -
TYP 7 ! i
)

Elbow ! Pipn
¢ WELD
WELD OVERLAY
REPAIR DETAILS
FLAW DESIGN DIMENSTONST 0~
LD NMBER [ cwamacTERIZATION [y T A | B TR,
1B31~1RC~28A~14 0.52" [3,35"| 3.35"
RNy ot » g ogsg:n;:’l.o:a Weld Overlay Repair Design
,2.46:4-.... v//6/ %0 for Weld 1B31- 1§c 2§A-u \
CHECKED BYs DATE (per NUREG-0313, Revision 2)
Je @W &6 ¥
JOB ND: PLANT 7 UNIT, REV
GPCO~-18Q Georgia Power Plant 1
Hatch Unit 1 R —
FILE NO. VG WO, @m SHT
GPCO~18Q-310 GPCO~18Q-012 1 oF 2




NOTES

1. Weld overlay material is to b rype 30680
or equivalent, with as-deposited delta
ferritc content greater than 7.6 FN.

2. Component surface is to be examined by dye
penetrant method and accepted as clean
prior to overlr;; application in order to
include tha 2ntire deposited overlay
thickness ... meeting the design thickness
recuirement, per NUREG-0313, Revision 2.

3. In the event that the original component
surface does not pass the note 2 require-
ments, the first deposited weld layer
is to be examined by dye penetrant
method a=~u accepted as clean before
nroceeding with subseyuent layers.,

4 First weld layer is to have a measured
delta ferrite content greater than 7.6 FN.,

6. Design thicaness includes no allowance
for surface conditioning operations to
facilitate UT inspections.

6. Design length is that required for
structural reinforcement; greater langth
may be required for effectire UT insyxo:tion.
This is to be determined in e field.

ﬂ INTEGRTY
GPCO-18Q-012, Rev. 1, Page % of 2 J TS e
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WELD OVERLAY.

REPAIR DETAILS

CHARACTERIZATION [ 3 COMMENTS

1B31-1RC~28B~9 10.44"

FLAW |IDESIGN
WELD NUMBER FLAW DESIG

bomemn
e}

PREPARED BY . OATE | DESCRIPT [0

g » #A‘/?b a Standard Weld Overlay Repair Design

|- for Weld 1B31-1RC=28B~9
C/ECKED BY. OATE | (per NUREG-0313, Revision 2)

LE Qs g |

JGB NO: PLANT / UNIT:

REV
GPCO-18Q Georgia Power Plant

Hatch Unit 1

FILE NO: 0WG NO.
GPCO-18Q-311 GPCO-! :Q-013

L




NOTES

1. Weld overlay mater.al is to be type 308L
or 2quivalent, with as-deposited delta
ferrite content greater than 7.5 FN.

2. Component surface is to be examined by dye
penetrant method and accepted as clean
prior to overlcy applicaticn in order to
include the entire deposited overlay
thickness in meeting the design thickness
requirement, per NUREG-0313, Revision 2.

3. In the event that the original component
surface does not pass the note 2 require-
ments, the first deposited weld layer
is to be examined by dye penetrant
method and accepted as clean before
proceeding with subsequent layers.

4. First weld layer is to have a measured
delta ferrite content greater than 7.5 FN.

5. Design thickness includes no allowance
for surface conditioning operations to
facilitate UT inspections.

6. Design lenyth is that required for
structural reinforcement; greater length
may be required for effective UT inspection.
This is to be determined in the field.

ﬁ STRUC;l.JrRAL
GPCO-180-013, Rev. 1, Page 2 of 2 i S
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WELD OVERLAY.

REPAIR DETAILS

FLAW DESIGN DIMENSIONS
w L * - ‘
ELD NUMBER | cuaracTerIzZATION [ Y LUNMENTS
1B31-1RC~28B-13 0.52" [3.5" [>0.125%
PREPARED BY: DATE DESCRIPTION:
__M $//e/ 5p Standard Weld Overlay Repair Design
- for Weld 1B31-1RC-28B-13
CHECKED BY: DATE (per NUREG~0313, Revisicn 2)
7.5 Gpeber! -
JOB NO: PLANT / UNIT. REV
GPCO-18Q Georgia Power Plant mm )
Hatch Unit 1 @ ,
FILE NO. NG NO: m SHT
GPCO-180-312 GPCO-18Q-014 1l oF 2
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NOTES

Weld overlay material is to be type 308L
or equivalent, with as-deposited delta
ferrite content greater than 7.5 FN.

. Comporent surface is to be examined by dye

penetrant method and accepted as clean
prior to overlay application in order to
include the entire deposited overlay
thickness in meeting the design thickness
requirement, per NUREG-0313, Revision 2.

. In the event that the original component

surface does not pass the note 2 require-
ments, the first deposited weld layer

is to be examined by dye penetrant
method and accepted as clean before
proceeding with subsequent layers.

. First weld layer is to have a measured

delta ferrite content greater than 7.5 FN.

. Design thickness includes no allowance

for surface conditioning operations to
facilitate UT inspections.

. Design length is that required for

structural reinforcement; greater length
may be required for effective UT inspection.
This is to be determined in the field.

STRUCTURAL
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Elbow Valve
¢ WELD
WELD OVERLAY.
REPAIR DETAILS
FLAW DESIGN DIMENS[ONS
WELD NUMBER | \ucscTERIZAT [ON COMMENTS

1B31-1RC~-28B~14

0.52" (3.5" 20.125J

PREPARED BY: OATE DESCRIPTION:
v//6/ 9o Standard Weld Overlay Repair Design
for Weld 1B31-1RC-28B-14
CHECKED BY: DATE (per NUREG-0313, Revision 2)
J. A (oxlanr A /& -F0
JOB NO: . PLANT / UNIT. REV
Georgia Power Plant
GPCO-18Q Hatch Unit 1 @m 1
FILE NC: OWG NO: w SHT
GPCO-18Q-313 GPCO-18Q-015 1 0F 2




Weld overlay material is to be type 308L
or equivalent, with as-deposited delta
ferrite content greater than 7.5 FN.

Component surface is to be examined by dye
penetrant method and accepted as clean
prior to overlay application in order to
include the entire deposited overiay
thickness in meeting the design thickness
requirement, per NUREG-0313, Revision 2.

in the event that the original component
surface does not pass the note 2 require-
ments, the first deposited weld layer

is to be examined by dye penetrant
method and accepted as clean before
proceeding with subsequent layers.

First weld layer is to have a measured
delta ferrite content greater than 7.5 FN.

Design thickness includes no allowance
for surface conditioning operations to
facilitate UT inspections.

Design length is that required for

structural reinforcement; greater length

may be required for effective UT inspection.
This is to be determined in the field.

@ STRUCTURAL
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Elbow i Pipe
!
¢ WELD
WELD OVERLAY
REPAIR DETAILS
FLAW DESIGN DIMENSIONS
N
WELD ‘NUMSER | cuamacTERIATIONT™ 3 T 2 1 3 wiiat
1B31-1RC-28B~15 0.52"13.35"|3.35"
PREPARED BY: DATE DESCRIPTION:
4//6/9p ftandard Weld Overlay Repair Desigp
for Weld 1B31-1RC-28B~15
CHECKED BY: DATE (per NUREG-0313, Revision 2)
T Lsplad €~
JOB NO: PLANT / UNIT, REV
Georgia Power Plant 1
GPCO-18Q Hatch Unit 1 CEMLL
FILE NO. OWG NO: SHT
GPCO-18Q-314 GPCO-18Q-016 1 oF 2




NOTES

1. Weld overlay material is to be type 308L
or equivalent, with as-deposited delta
ferrite content greater than 7.5 FN.

2. Component surface is to be examined by dye
penetrant method and accepted as clean
prior to overlay application in order to
include the entire deposited overlay
thickness in meeting the design thickness
requirement, per NUREG-0313, Revision 2.

3. In the event that the original component
surface does not pass the note 2 require-
ments, the first deposited weld layer
is to be examined by dye penetrant
method and accepted as clean before
proceeding with subsequent layers.

4. First weld layer is to have a measured
delta ferrite content greater than 7.5 FN.

5. Design thickness includes no allowance
for surface conditioning operations to
facilitate UT inspections.

6. Design length is that required for
structural reinforcement; greater length
may be required for effective UT inspection.
This is to be determined in the field.

fj STRUCTURAL
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