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IV.  CONCLUSIONS

1. It was determined that all of the Batch D assemtlies satisfied the
shoulder gap criterion for Cycle 4 without requiring increases in
the shoulder gap.

2. One Batch D demonstration assembly was modified to prepare it for a
potential fourth cycle of operation in Cycle 5. Certain test rods
were removed from this assembly because of observed high growth rates,
and were replaced with dummy rods. The assembly modification
incorporated stainless steel spacer shims that had essentially the
same design as those used to modi“y Batch C fuel assemblies during
the Cycle 2 outage.

3. The Batch C demonstration assembly could not be showr to have sufficient
shoulder gap for a fourth cycle of operation. A Batch A assembly will be
substituted for the Batch C assembly as planned.






