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GULF STATES UTILITIES COMPANY
, ,. . , , u .:i n : ,,o., ,, < n. ,

.u au . u. s . m, c o

t.dy 1, ,1991
RlYr- 34,924
File Nos. G9.5,G15.4.1

U.S. thiclear Regulatory Ctxmtission
Drunent (bntrol Ibsk
Washington, D.C. 20555

Gentlenunt

River Dend Station - Unit 1
Refer to: Region IV

Docket 16. 50-458/90-27

Pursuant to 10CPR2.201, this letter provides Culf States Utilities
Ccxnpany's revised reply to the Notice of Violation for NRC Inspection
Ibport No. 50-458/90-27. The purpose of this revision is to clarify
and redress the understanding regarding the welding prograra at River
Ibnd Station doctmented in 3our letter dated January 25, 1991. The
tolerances used by craft welders are a canbination of those alloux1 by
the Anerican Wolding Society Code D1.1.

Should you have any questions, please contact Mr. L.A. England at
(504) 381-4145.

Sincerely,

t

I .(/
W.f. Ode 1 (
Manager - Oversight

PDG/FIC/ / IT k/kym

Attachnent

cc U.S. Nuclear Regulatory Camtission
Ibgion IV
611 Ryan Plaza Driver, Suite 1000
Arlington, TX 76011

Senior' Resident Inspector
P.O. Box 1051
St. Francisville, IA 70775

[hi9105080045 910501
PDR ADOCK 05000458 /g |Q PDR g
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UNITED STATES OF AMERICA
NUCLEAR REGULATORY COMMISSION

STATE OF LOUISIANA )

PARISil OF WEST FELICIANA )
Docket No. 50-458

In the Matter of )

GULF STATES UTILITIES COMPANY )

(River Bend Station - Unit 1)

AFFIDAVIT

W. H.. Odell, being duly sworn, states that he is Manager -

Oversight for Gulf States Utilities Company; that he is authorized
on the part of said company to sign and file with the Nuclear
Regulatory Commission the documents attached hereto; and that all
such documents are true and correct to the best of his knowledge,
information and belief.

(r ,

.D.(i
.

l))Cu
_

'W. H. Odell

Subscribed and sworn to before me, a Notary Public in and for the
State and Parish above named, this 1st day of May, 1991. My
commission expires with Life.

McAt s/la
' 'Ava C. Roach

Notary Public in and for
East Feliciana Parish, Louisiana
authorized to act in West Feliciana
Parish, Louisiana

.. . . . . . .
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IUTIN 'IO IK.7PICE OF VIDIATIm 50-450/90-27
IJML IV

PJTCPJUCE

Notice of Violation - Ictter frun S.J. Collins to J.C. tuddens,-

dated October 25, 1990.
Ictter frcrn S.J. Collins to J.C. Doddens, dated Jantnry 25, 1991.-

VIO1ATION

Criterion IX of Ap[c.4 dix D to 1(XTR50 states, in Ftrt, "Maasures shall
to established to assure that special processes, including welding, .

are controlled and accanplinhed by qualified rersonnel using. .

qualified procedures in accordance with applicable codes, standards,
specifications, criteria, and other special requiresents." In the
fol?owing exanples, this did not occur.

1. Section 5.1 of the AWS D1.1 Structural Wolding Code exunpts fran
qualification testing (and designates as prequaliflod) ttose

welding procedures which confonn to all of the provisions of the
Code including utilitation of the specific weld joint designs
detailed in Section 2. All other w1 ding procedures are required
by Section 5.2 of the Code to be qualified prior to use.

Contrary to the alove, WPS-W1.1-01, which was designated as an Ahs
DI.1 prequalified welding procedure, was utilized in an
application where the weld joint details did not confonn to the
requirenunts of Section 2 of the Code. Specifically, the joint
configuration used for welding the flange to outet plate on a
nodification to the diesel generator tornado damper septrator
Stxlification Iwguest 86-1389) did not confonn to the Section 2
prequalified joint details for included angle, thereby
in N11 dating the procedure as prequalified. It was also
detennined that General Welding Procedure SPP-7002, ibvision 1,
which was referenced in WPS-W1.1-01 for joint fitup tolerances was
inconsistent with the requirenents of Section 2 of the Coder for

exanple, the allowable root cpening for Joint A 'IC-U4a in SPP-7002
exceeded that pennitted by the Ah5 DI.1 Code for a prequalified
joint.

2. Paragraph 6.8.5 of Procedure 0C1-3.15, " Visual Welding Insluction
ASMC, ANSI B31.3," Revision 2, requires that Quality Control
verify, on a randan basis, the in-process welding for proper
technicme, c1 caning botween passes, appearance of individual
welding beads, sequence of wlding, and use of correct voltage ark 1
amperage.
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Ccatrary to the alove, Quality control was neither scheduling nor
.

.
rerfontting randctn verifications of in-prccess wlding to ensure'

| that wlding conformed to procedural rcquirenonto,
i

RPM.ON IVR 'IME VIDIATION

1. Ancrican hblding Scciety (AhS) Code DI .1 Ptragraph 2.9.2 alice
variation on design and detail drawings within the limits
specified in Paragraph 3.3.4 of AhT-Dl.l. GSU's weld joint
details are specified in Attachrent 6 of prcxmdure SPP-7002.
These details show the total variation allcwd by Paragraph 3.3.4
and thus are in confonwtnce with the code requirenents,

por the example referenced in the !btice of Violation, joint

detail A '1C-U4a has teen revised under Revision 2 of prccedure
SPP-7002 to te designated as joint "TC-U4a" (attachtd) . This
detail lists the ecchined allowable Joint variations ac

M = groove angle # 40' to 65*
R = root opening = 0 to 1/4"
f = root face = NL (not li" Nid)

7he AW D1.1 Code lists for the sane joint detail the allowable
joint variations (copy attached) as

Groove prep As detailed 2.9.2 An fit-up 3.3.4

R = 0 to 1/5 +1/16, -0 +1/16, -1/8

f = 0 to 1/8 +1/16, -0 not limited
0

<Y = 4 5 +10, ~0 410, -5

The groove preparation and tolerances when ecebined previde for
the following allowancent

c( = 4 0' to 65'
R = 0 to 1/4"
f = not limited

As can in seen these allowable joint variations are identical to
those identified in Attachnent 6 of SPP-7002. GSU has identified
no inconsistencies in SPP-7002 with respect to AWS Dl.1
prequalified wold joint details.

2. GSU Quality Control filed to adequately implenent existing

procedurec involving verification of in-prccess wlding
activities. This was prinnrily caused by infrequent welding
activities during plant operation.

Page 2 of 3
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CDidRUTIVE STEPS WilICil llAVI' BDN TAKIN AND 7HF RI'SITLTS ACIIIINED.

.

.
7he follcMing actions have leen taken to correct the deficiencies
identified in the RBS welding program.

j

Training on the RIG wlding program was develcped and conducted-

for contract welders, CC inspectors and forenen.

Requirenents for wld nnchine anterage checks have boon-

inplerrented.

An in-process wid conitoring CC cnecklist (CCL-SPC-0010) has L&n-

generated.

CC welding inspectors wre instructed concerning procrtlural-

requirenents for in-process nonitoring of wlding activities.

The Operations CC Annual lt>nitoring Plan has tan revised to-

include "widing" nonitoring when w lding activities are being
perforted.

Procedure SPP-7002 has tan revised as Revision 2 and issued to-

all tranual holders on March 28, 1991. The cover sheet identifying
the revision and issue date is attached.

03RRICTIVE STITS hHICl! WILL IE TAKLN '10 A\OID IWrlIER _VIDIATIONS

In addition to the actions listed above, the following actions are
planned for inplenentation.

Procedures will be revised to require independent verification-

holdpoints.

A ccrnprehensive six hour wolder training program was developed and-

given during the third refueling outage. This prcyram will be
expanded for the fourth refueling outage.

DATE WIIEN Pull C&iPLIANCE WIIL BE ACl!IGTD

7he corrective actions identified above are emplete with the
exception of procedure revision, and the ecxnprehensive wlder training
prcgram. These actions will be canpleted prior to wlding during the
fourth refueling outage.
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ATTACHHENT 8.6

SPECIFIC REQUIREMENTS FOR PREQUALIFIED JOINT - AWS 01.1

Page 7 of 17-

SKAW - COMPLETE PENETRATION WELDS
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Details of WeIdedkirstsI \$
'

'

|
.

|

~~

Umitations

O . Egie'mebgroeve weld (4)
_

' ~

Butt loint (B) 6/ h%
Briage sophcstion limits the use of these points to
honiontal position isee 9121.ta

,/

[A
&
b

.

T i

f Groove preparation
| 9

wetai tNce nt'n ' ri Nt otiening j i nier ec es ; g gg ,p
1 I As fit up I welding | fon ', j

Welding Joint (U * Unhm'tedi Root f ate f As titta11e:'

w... .+ew n , e t, I t. GrDose se ., 7 g p) | e,,, 3 3 4i | pos,tioris j (f C AN ! Notes |
^8 - CN '*1/10 -1 6' B v4 | V ! p O to 8 *b16.-0 '

BMAW
f * 0 to 1. 8 + 1/10,-0 not limited Not A C.

QMAW g gg
e a 46* + 10" ,-O' + 10* ,- 6* reuuired N,

FCAW

Single twel gmove weld (4) -
,
" N

Tqoint (T) ,

Corner joint (C) f*** ["#* ] Note V
_ . - _ ,

{p fi

1 i f ('

*

9
,

Note Y Note J

fO *Tg F1 *--

,,,,g ,,,, o,-e prenarsiion
,,

8 toot opening Tolerances Permitted sNeiding

Welding Joint IU * unlimited) Root f ace As detailed As ht up welding to,

procem designeeion Tt Tg croove ante We 2 9 2) Isee 3 3 di positions IF C AW) Notes

C.J.VAli
R * 0 to 1/B + 1/16 -0 + 1/16,-1/8 -

$ MAW TC U4e U U
,,

I = 0 to t/B + 1/16 -0 Not limited~

cyAw # DW AW
e e . 45* + W ,-0* + W e b'

FCAW

n.o to + 1/4 -0
J,V,Y

d SAW TC44e5 3/4 man U f = 1/8 max 40,-1/8 st/16 Flat *

a = 00* + 10* ,-0* + 10* , - 6*

Note A: Not preQualihed for gas metal arc welding using short circuiting transfer, Heter to Appendix D.

Note C; Gouge root to 60und metet before welding other side.

Note J: It fillet welds are used in buildings to reinforce roove welds in corner and T joints they snall be equal to 1/4 T butt

need not exceed 3/8 Irs. Groove welds in corner and T ioints of bridges shall be reinforced with fillet welds equal to

1/4 T but not more than 3/8 in.t
Note N: The orientation of the two memters in the points may very f rom 135 deg 'o 180 deg provided that the basic soint

configuration (groove angie, root f ace, root opening) remain the same and that the design throat thickness is
maintained.

Note V: For corner joints, the outside groove preparation may be in either or both rnemters, provided the basic groove
configuration is not changed and odoquete edge distance is maintained to support the welding oper attons without
excessivt edge mettir4

Note Y: Shielded metal arc, submerged arc, gas metal etc (spray transfer), or flus cored arc backing fillet weld required.
[

Fig. 2.9.1 (continued)-Prequallfled complete joint penetration groove welded joints
-
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8/ DixK,N Of wit !)f D CONNICIlO5x
l

,' 2.9 Complete Joint l'enetration J. and u.pomn may be preparec bef ore or aner ('

Groove Welds """n bl y--

|
2.9.3 Grome preparations detailed for prequalified

2.9.1 Complete joint penetration groove welds made by shielded rnetal are w eldedjoints rnay be used for prequal-

shicided metal arc, submerged arc. gas metal arc (e Acep't if ed gas metal are or Dux cored arc welding.

short circutting transfer), or Oux cored are welding in 2.9.4 Joint floot openings. Joint root openings may
butt, corner, and T joints which may be used without s ary as noted in 2.9 and 2.10. H ow ever. for automatic or
performing the joint welding procedure quahfication test machine welding using Oux cored are, gas metal arc, and
prescribed in 5.2 are detailed in Fig. 2,9.1 and are subject submerged are welding processes, the maximum root
to the hmitations specified in 2.9.2. opening variation (minimum to maximum opening as

All cornplete joint penetration groove welds made by fit.up) may not euced 11 in 0.2 mmt Variations
short circuiting transfer us metal are wcldmg tsec greater u . shall tic localk corrected nrio t
Appendix Dish 41 b,; quahfied by the wcidmp prMdurc automatic vi matnine welding.
qualification tests prescribed in 5.2.

2.9.5 C orner Joints. I or corner punts.the outnde eroos e
2.9.2 Dimemional Tolersnees. Dimensions of groose preparution may be in cither or both rnembers, prmided
welds specified on design or detailed drawings may vary the basic groove configuration is not changed hnd ade-
from the dimensions show n in Fig. 2.9.1 within t he limits que'e edy d'ttener it meintained to support the welding
spesined in 3.3 4. operations without c Acessise melting.
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N or the contractor shall demonttrate that the regtured
Piste moth effectise throat has been obtained.

Z inmnel N The separation between faying surfaces of plug and

J "" / slot welds and of buttjoints landing on a backing, shall
~

not exceed I/16 in. (l.6 mm). The use of fillers is pro-
g hibited except as specified on the drawings or as specially

A,P S approsed by the Engmeer and made in accordance with
-s 24.

N 3.3.2 The parts to be jomed by partialjomt penetration
-- .

-
x groose wcids parallel to the length of the member, bear-

ing joints e xcepted. shall be brought into as close contact' ] , '
r, , ,..-. .

''
n nuco;#* 1 % toot opemog betoeen parts sha!!-.

, _ . e in. N b mm) except in cases inwh ing rolled
shapes or plates 3 in.(76.2 mmi or greato in thickness if.
af ter straightenmg and in anembly, the root opemng,'

cannot be closed sufficiently to meet this tolerance. In

Fig. 3.2.3 3-Edge discontinulties in cut plate such cases, a maximum root opening of $!l6 in. (8 0
rnm)is applicab!c puided a backing weld or suitable
backing * is used and the final weld meets the require-
ments for effecthe throat.

Ihe fillet and its adjacent cuts shall meet uithout offset 3.3.2.1 Tolerances for bearing joints shall be in ac-
or cutting past the point of tar. gene). cordance with the applicable contract specifications.

3.2.5 Machining, air carbon are cutting, ox) gen cutting, 3.3.3 Parts to bejoined by groove welded butt joints shall
oxygen goulang, chipping, or grinding may be used for be carefully aligned. Where the parts are effectively re-

| Joint preparation, back gougmg or the removal of unac- strained against bending due to eccentricity in alignment,
ceptable w ork or metal, cxcept that ox) gen gouging shall an offset not exceeding 10% of the thickness of the*

! not be used on stects that are ordered as quenched and thinner part joined, but in no case more than I / 8 in. (3.2
| - tempered or normalized. mm). $ Fall be permitted as a departure from the theoreti-

cal alignment. In correcting misalignment in such cases,
3.2.6 Edges of built up beam and girder webs shall be cut the parts shall not be drawr. in to a greater slope than i / 2
to the prescribed camber with suitable allowance for in, t 12.7 mm)in 12 in. (304 mm). Measurement of offset
shrinkage due to suttmg and wtiding. llowtur. modL8' shall be based upon the center hne al parts unten otner-
ate 5 attation Irorn the specified camber tolerance may be wise shown on the drawings.
corrected by a carefully supervised application of heat.

3.3.4 With the exclusion of electrostag and electropas
'

3.2.7 Corrections of errors in camber of quenched and welding, and with the exception of 3.3.4.1 for root open-
tempered steel must be given prior approval by the ings in excess of those permitted in the table below and,

Engineer. illustrated in l'ig. 3.3.4, the dimensions of the cross-

section of the groove welded joints which sary from
3.3 Assembly those shown on the detail drawings by more than the

following tolerances shall be referred to the Engineer for

JJ.I The parts to be joined by. fillet welds', shall be appmal or correction.
brought into as close contact as practicable. The root
opening shall not exceed 3/16 in. (4.8 mm) except in
cases invohing either shapes or plates 3 in. (76.2 mm) or N * ' "7

N"'

greater in thickness if, after straightening and in assem- 8 "8'd 8 "8'd
| bly, the root opening cannot be closed sufficiently to in mm in mm

meet this tolerance, in such cases, a maximum root
i

opening of 5/16 in. (8.0 mm) is acceptable provided a (h Root face of joint 21/16 I6 Not hmited
backms wcla or suitable backinF* k used. If the separa- d R e oretitsofmnt- :I 16 1o +1 h ':

tion is 1/16 in. (l.6 mm) or greater, the leg of the fillet without steel backmg -l 6 M
wcid shall be increased by the amount of the root opening Root opening of jomts +1i4 64 Not

with steel backing lil6 1.6 apphcable
0) Groose angle of joint +10 deg + 10 deg

4 6. Packing may be of flux, glass tape, iron powder, or similar
materials; by rneans of shielded metal are welding root passes - 5 deg - 5 deg

deposited with low hydrogen electrodes, or other are welding %ee 101.11 for tolerances for complete joini penetranon tubular
processes groose utids made from one side without bacbng -

_ _ _ _ _ _ _ _ _ _ _ - - _ _ - -
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A
,

.

Root openings wider than those permitted in 33.4, . t o" . g o- g.
.

*r
l but not greater than twice the thickness of the thinner y' -6*y [ .6 ]

part or 3/4 in. (19 mmi, whicheser is less, may be cor- (rected by welding to acceptable dimensions priot to'

4 44joining the parts by welding. Root openings larger than
'-T F-'

"

the above may be corrected by welding only with the | |

approval of the Engineer. A i IM6 ii in6 f id6 'I4
) , p*Ino-

3.3.5 Grooves produced by gouging shall be in accord.
.

ance with groove profile dimensions as specified in Figs.'
t Al Groove weid without tel Groove we4d witn

! 2.9.1 and 2.10.l. backing - toot not pouged back6ng - toot not puged

3.3.6 Members to be welded shall be brought into correct*

n. _ . . .t a..: .m ;n,, sex,a., ,%,,. u m,m , _

guy hnen, struts, and other suitable devicca, or by tack u 3.N/ In6 1.6

wcids until welding has been completed. The use of up \ 7 ,7 ,7

and 6xtures is recommended where practicable. Suitable 1/4 64
allowances shall be made for warpage and shrinkage- g

1 7; 3J.7 Tack Wels R . t n e **1 f not brnned3.3,7.1 Tack welds shall be subject to the same quahty .g g

requirements as the final welds except that
(1) Preheat is not mandatory for single pass tack (c) Groove wend without backing -

welds which are remelted and incorporated into contin- toot puged

uous submerged arc welds.
Notn

(2) Discontinuities such as undercut, untilled cru-
ters, and porosity need not be removed before the final 1 a Woov' an94

2 R root opening.
W. submerged arc welding.

i .' 3.3,7.2 Tack welds which are incorporated into the i f . toot f ace
k

f''.
finalweld shall be made with electrodes meeting t..e require- 4. Tne groove cone,guret,on, snown ,,, to, aivstration only.
ments of the final welds and shall be cleaned thoroughly.'

i

h Multiple-pass tack welds shall have cascaded ends.
3.3,7.3 Tack welds not incorporated into final wcids Fig,3.3.4-Workrnanship tolerances in' -

shall be removed.except that for buildings they need not awenibly of groove wclded joints
be remosed unless required by the Engir.or.

i 3,4 Control of Distortion and 3.4.4 The direction of the general progression in welding
on a member shall be from points where the parts are'

Shrinkage relatively fixed in position with respect to each other
I toward points where they have a gaater relative f reedom

3.4.1 In assembling andjoining parts of a structure or of of movement.
buih up members and in welding reinforcing parts to
members, the procedure anti sequence shall be such as 3.4.5.loints expected to hau ignificant shrinkage,

will minimtre distortion and shrinkage, should usually be welded before Jomts expected to have

.
lesser shrinkage.They should also be welded w tth as httic

! 3.4.2 insofar as practicable, all welds shall be made in a restraint as possible.
Sequence that will 5alance the applied heat of welding
whiie the welding progresses. 3.4.6 All shop splices in each component part of a cover-

.

plated beam or built up member shall be made beforet

J
3.4.3 The contractor shall prepare a welding sequence the component part is welded to other component parts
for a member or structure w hich,in coniunction with the of the member. Long girders or girder sections may bei

Joint wciding procedures and overall fabrication meth- made by shop-splicing subsections, each made in ac-.

ods, w,ll produce members or structures meettng the cordance with this paragraph.i

quality requirements specified. The welding sequence
and distortion contron program shall be submitted to the 3.4.7 in making welds under conditions of severe cxternal

Engineer, for information and comment, before the start shrinkage restraint, the wclding shall be carried continu-

of welding on a member or structure in which shrinkage ously to completion or to a point that will ensure freedom (
or disto" ion is likely to affect the adequacy of the from eracking before the joint is allowed to cool below the

member or structure. ,
minimum specified preheat and interpass temperature.

,,

1
.

' -
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GENERAL WELDING PROCEDURE FOR AWS

SPP-7002

REVISION 2

RECElVED

MAR 2 71991
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RIVER BEND STATION - UNIT 1

GULF STATES UTILITIES COMPANY MAR 29 1991
ST. FRANCISVILLE, LOUISIANA y
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Maintenance Engfneerin$.- Welding Date '

Engineer

o__e_ - _. 5/27/W|f$
Superypsoi? - Maintenance Engineering Ddte '

edlllM L e & Im g/27/91
SuperMdor - Quality Enginee' ring Date
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