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February 24, 1993

Docket No. $0-336
B14388
Re: ASME Section XI
GL 90-05

10CFR50.55a(g) (6) (1)

U.S. Nuclear Regulatory Commission
Attention: Document Control Desk
Washington, DC 20555

Gentlemen:

Milistone Nuclear Power Station, Unit No. 2
Modification to P1pe

Relief Request From ASME Code Section XI Requirements

The purpose of this letter is to request, in response to NRC Generic Letter
90-05, relief firom ASME Boiler and Pressure VYessel Code Section XI
requirements pursuam. to 10CFR50.55a(g)(6)(1). Attachment 1 provides a
description of actions taken by Northeast Nuclear Energy Company (NNECO) to
make interim repairs to the leak in this piping as an alternative to an IWA-
7000 replacement.

Consic<tent with the provisions of the generic letter, NNECO is submitting this
relief request for a temporary noncode repair. Code repair of the degraded
piping is planned for the next outage greater than 30 days. The Resident
Inspector at Millstone Unit No. 2 has been informed of this repair and, as has
been our practice, we will keep the Resident Inspector fully informed on all
future repairs.

Please contact us if you have any questions.
Very truly yours,

NORTHEAST NUCLEAR ENLCRGY COMPANY
(\

&7’ [ { 41&17“
J. F. Opéli (
Executive Vice President
cc:  T. T. Martin, Region I Administrator
G. 5. Vissing, NRC Project Manager, Millistone Unit No. 2
P. D. Swetland, Senior Resident Inspector, Millstone Unit Nos. 1, 2,

and 3
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Attachment 1
Millstone Nuclear Power Station, Unit No. 2

Modification to Pipe
Request for Relief From ASME Code Section XI

February 1973
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NORTHEAST UTILITIES
FORM FOR RELIEF REQUEST FROM ASME SECTION XI REQUIREMENTS

UNIT: Millstone Unit 2 NCR § 293-026 DATE: 1/25/93
TIME: 09:50 |
1.0 ORIGINATOR
1.1 DESCRIPIION OF FLAV
The flav is in an area of lack of fusion between the socket welded
tee and the weld. The flav vas detected during system hydrotest
following recent system modification. A leak existed only at
hydrostatic test pressure.
Piping/Component Drawing No.: 2"-HUD-130/25203-20135 Sheet 121
P&ID No.: 25203-26008
1.2 IMPRACTICALITY OF CODE REPAIR
The flav vas detected while the plant was in operation. A Code |
repair will require welding in the west 480 switchgear room. |
Control systems within the room have sensitive electronics which
could be adversely affected by electrical interference resulting
from velding and may cavse a turbine trip.
1.3 DESCRIPTION OF PROPOSED TEMPORARY REPAIR
No throughwall leak exists while the system is at normal operating |
pressure. As a precautionary measure, hovever, a temporary soft
rubber sheet with hose clamps (not leak tight) has been installed !
to serve as a spray shield sheet. '
1.4  SAFETY SIGNIFICANCE: System Interaction Evaluation
Flooding: Location of the veld is within the confines of a
cofferdam with adequate drainage capabilities.
Jet Spray: There is no spray currently and the type of defect
would not lead to the increase in a leak path. However, a spray
shield has been installed.
Loss of Flov: Existing prccedures specify compensatory measures
upon loss of cooling to the roonm.
Other Interactions: PEO rounds vithin the room would identify a
degrading condition.
Failure Consequences? None |
Impact to Safe Shutdown Capability? None presently, current f
defect orientation and magnitude would minimize the potential for :
any impact. Installation of an encapsulation device will be |
considered to further enhance the ability to retain leakage. :
DOCSE60.32 jec Pege 1 of & 2/16/93
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NORTHEAST UTILITIES
PORM POR RELIEF REQUEST FROM ASME SECTION XI REQUIREMENTS

1.5 ROOT CAUSE INVESTIGATION

Root Cause Description: Lack of fusion betveen the veld and the
socket velded tee.

Other Systems Affected: None

1.6 AUGMENTED INSPECTION (must be completed within 15 days of flav
detection)

sssessment of overall degradation of the affected system:

Minimal to no effect. All other velds passed system hydrotest.
Additional examinations required (based on root cause) -- specify
number of inspection locations -- also specify frequency of
inspections: (ten aost susceptible and accessible locations for
high energy piping system and five for moderate energy piping
system)

None

Description of areas selected for sumented inspection:

Only the specific wveld in question.

Forvard augmented inspection results to NUSCO Supervisor, Stress
Analysis Engineering Unit when completed.

2.0 STRESS ANALYSIS UNIT

2.1 DESIGN DETAILS

System: Service Vater Supply to Vital AC
Switchgear Rooms Cooling Coils X-181A & 171B

Component: 2"-HUD-130

Piping Size b Schedule: 27 Schedule 40
Nominal Vall Thickness: 0.154"

Safety Code Class: Class 3

Material: SB466-706

Design Pressure: 100 psig
Design/Operating Temperature: 100°F/BO°F
Code Minimum Wall Thickness: 0.014"

DOCSE0 .32 jec FPage 2 of 4 2/716/92



NORTHEAST UTILITIES
PORM POR RELIEF REQUEST FROM ASME SECTION X1 REQUIREMENTS

2.2 FPLAV CBARACTERIZATION

Flav Description/Size: (i.e., flav size, adjacent vall thickness,
single/multiple flav, total area examined, etc.)

The flav is an area of lack of fusion betveen the socket veld tee
and the weld. Leak exist only at hydrostatic test pressure. No
leak vas observed during normal operation.

Flav Location: The small weeping leak is located at 3:00 looking
north at veld W-1 of AWO M2-92-17685.

Examination Method: A small weeping leak (very lov rate) vas
found vhile hydrostatic presssure test vas performed.

Plav Type: Pinhole due to lack of wveld fusion.

Reference UT Measurement Report: None. Defect located in
recently made weld. All piping components are newv.

2.3  PRELIMINARY FLAV EVALUATION SUMMARY

Preliminary Operability Assessment Details:
Method Used: Technical evaluation attached to NCR.

Limiting Flav Size: Not estimated. Flav not expected to increase
in size.

Period of Time to Reach Limiting Flav Size: To be determined
based on planned monitoring.

Evaluation Reference: NCR disposition.

2.4 END OF CICLE FLAV EVALUATION SUMMARY

Final Operability Assessment Details:

Method Used: (i.e., LEPM, area reinforcement, vall thinning,
ASKE Code Case)

Area reinforcement per the Draft ASME Code Tase.

Estimated Wall Erosion Rate: Flav is assumed to be a pinhole
since a leak exists only at hydrostatic test pressure. The flaw
is caused by a lack of fusion betveen the socket welded tee and
the veld. Erosion rate for 90 Cu - 10 Ni is negligible. No leak
exists during normal system operation.

Projected Flav Size: 1" diameter hole vith nominal wall cutside
the flav is qualified for design loads.

Period of Time to Permanent Repair/Replacement: Next extended
shutdown.

DOCEE0 .32 3Jec Page 3 of ¢ 2/16/%3



NORTHEAST UTILITIES
PORM POR RELIEF REQUEST FROM ASHE SECTION XI REQUIREMENTS

Provide a Discussion of Evaluation of Design Loading Conditions:
Per Section 3A of GL90-05, design loads qualified include
deadveight, pressure, safe shutdown earthquake (SSE). Thermal
loads are considered negligible as the pipe operating temperature
is lov (BO°F).

Evaluation Reference: Laiculation MP2-131-269-EM, Rev. O

Discussion of Augmented Inspection Results: No augmented
inspection vas performed. Pinhole leak at veld is due to lack of
fusion and is considered an isolated condition.

Expanded Augmented Inspection Requirements: None.

2.5 FLAV MONITORING

Valkdown Frequency: (for leak monitoring) Leak will be monitored
a minimum of once per day.

Prequency of Follov-up KoE: (for erosion rate assessment)

Since the material is Cu-Ni and the veld is nev, erosion rates are
currently assumed to be negligible. UT measurements will be
performed if leakage increases. Data to be evaluated by Stress
Analysis.

2.6 ADDITIONAL COMMENTS (scope, limitations, and specific
considerations)

None

2.7 EXCEPTIONS TO GL-90-05/DRAFT ASME CODE CASE

None

2.8  REFERENCES/INPUTS

o ASME B&PV Section I1I

- 1971 Edition and Addenda to Summer 1973
- 1974 Edition

o ASME Draft Code Case

o GL 90-05 lssued June 15, 1990

o Calculation MP2-131-269-EM, Rev. 0

o Dravings 25203-20135, Sheets 99 & 99H
25203-20135, Sheets 100 & 100H
25203-20135, Sheets 121 & 121H

cc: Originator, Supervisor, Stress Analysis Engineering Unit, Unit Director,
Nuclear Records

POCSE0.32 jJec Page & of & 2/16/93
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The supply and return gipin? to eooling coil X-181A and
%-101B were modified s ightly to it fit-up of the new
cooling coils to the existing piping. The modifications were
‘z;rtornod to ensure that nc nev tip znload: wvere placed on

e cooling coils. The wmodification intended to help
reduce future cooling coil tube leaks.

This WCR is dipositioned wOBE-AS~I8" until the plant
conditions permit the "REWORE" of the weld. The REWORK will
permanently repair the weld. Justification for this
disposition is as follows:

vep-a8-18

The supply piping (2"~-EUD-130) to cooling coil X-181B (lower
coil) developed & spall weeping leak when the system
hydrostatic pressure test wae performed. All er joints
pest the reguirements of the hydrostatic pressure test. The
small uccpi:g jeak ie located at 3:00, lookin? north at weld
W~31 of AWO M2-92-17685 (see sttached weld map) .

At the hydrostatic test pressure of 110 pstg. the leak did
not spray ugg water. The water w from e veld at a very
low rate. e water seeping from the pinhole drips onto the
floor inside of the cooling coil water cofferdan.

puring the recent LOCA test the maximum pressure at the 6"
branch conne~tion to the cooling coils vas & roximately
65 psig. The connection is located at appro tely
elevation 177. The leak {s located approximately 20’ above
the 6" take-off. The 20’ of elevation difference and normal
line loses (i.e. pipe friction, throttled vale(s)) will
reduce the pressure at the leak. With these losses, the
ressure at the leak will be approximatel half of the
ydrostatic test pressure. Therefore, ungor operationel
pressure no leakage is expected. )

During the h§drostat1c pressure test the leak did not spray
any water. f the leak were to enlarie and start to spray,
it would be directed towards the cool :z coils and air plenum
and not tovards any electrical eguipment. Operation
personnel walkdown +he switchgear room at least once a shift.
If the leak was to becume WOISe, operation personnel would
pecome aware of the condition and notiiy maintenance
personnel. If the leak was to start spraying water a spray
shield and/or a soft patch, would be installed to ensure that
no vital eguipment could be sprayed.

It should be noted that velding in the wesl 480V switchgear
room is not recommended, while the plant is operational.
Stean Turbine EHC control cabinets are located in the
gwitchgear room. The EEC control system could be adversely

effected if welding is performed in the xoom vhile the plant
is operational.
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AWO M2-93-01582 has peen written to rework the leak at the

‘next available oppurtunity (i.e. plant non-o ationsl). The

1g£nt will be repaired in accordance with Section XI and
e following steps;

-« The weld in the area of the leak will be excavated
and if necessary the entire weld will be removed.

- The excavated ares will be LP inspected, to ensure
solld base metal is present.

- The weld will be repaired in accordance wvith the
KUSCo weld manual.

- The weld will be visually inspected per GWS-004.

- once the weld is reworked the pipe will be
hydrostatic pressure testeé in sccordance with

SpP-21219.
ﬂ/é " iferl
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