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Nuclear Construction Division October 7, 1983
Robinson Plaza, euilding 2 Suite 210
Pittsburgh, PA 15205

United States Nuclear Regulatory Commission
Region I
631 Park Avenue
King of Prussia, PA 19406

ATTENTION: Mr. Richard W. Starostecki
Division of Project and Resident Programs

SUBJECT: Beaver Valley Power Station - Unit No. 2
Do cke t No . 50-412
USNRC Ih Inspect ion Report No. 50-412/83-11

Gentlemen:

This is in response to the Item of Violation cited in Inspect ion No.
50-412/83-11 and listed in Appendix A (Notice of Violation) attached to your
letter to Mr. E. J. Woolever, dated September 9, 1983.

NOTICE OF VIOLATION:

10C FR50, Appe nd ix B, Criterion IX requires that measures shalI be
established to assure that special proces ses , including welding and heat
treating, are controlled and accomplished using qualified procedures in
accordance with applicable codes.

The FSAR, Paragraph 10 .3 . 1 .12 , defines t,he ap plicab le code fo r main
steam piping welds as ASME, B&PV, Sect ion Itt, 1971 ed i t ion . Paragraphs
NA 4451 and NB 4620 of this code speci fy rt' ui r eme nt s fo r qualifyi ng
weld pr ocedures as well as specific requir emat s fo r pas twel d heat
t reatme nt (PWT) of welds and weld repairs. Ti se include maximum
allowable PWT weld heating rates , a requirement that e weld procedure
specification be qualified for the PWT temperature ra that is used ,

and that component s which have received a PWT shall r ive anot he r
PWT fo llowing weld repairs. Power Piping heat treatmen pr oced ur e
N-i l41-P-8 r eq ui res that a su f ficient numbe r of t empe ra tur e recordi ng
devices be used during PWT to assure that individual compo nent welds
receive heating within the specified range.

|
Contrary to the ab ove , as of August 4, 1983, PWT of main steam piping

} welds, pe rfo rmed at Power Piping, was not ac compli shed in ac cordance
with ASME and Power Piping requirements in that the n.aximum al lowab le'

weld heating rates were exc e ed ed , a PWT t empe ra tur e was used that
exceeded the welding procedure qualification range, a component that had
received a PWT did not receive another PWT following weld repairs , and
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a suf ficient number of tempe rature recording devices were not used to
assure that individual componeat welds were receivirg heating within the
specified ranges.

This is a Eeverity Level IV Violation (Supplement II).

RESPONSE:

Immediate Action Taken:

A subsequent iraes t iga t ion at BVPS-2 res ult ed in Duquesne Light Site
Quality Control (DLC-SQC) Nonconformance and Disposition Report (N&D)
No. 6841 being ge ne ra t ed . The N6D s t ated that pipe s po o ls MS S-043-2,
MSS-043-3, MSS-043-6, and MSS-039-2 have PWHT violations similar to the
items cited in the infraction. As a result , Stone & Webster Engineering
Corp. (SWEC) has directed Power Piping Company (PPCo.) to respond to the
following inquiries:

a. Identify all ASME III Carbon Steel pipe s poo ls wh ich we re PWHT pe r
PPCo. procedure N-1141-P-8, Rev. 1.

b. Identify all ASME III pipe spools where ryair welding was pe rfo rmed
after PWHT and subsequent PWHT was not pe r formed.

e. Ident ify ASME III pipe spools where the heatiog and/or cooling rate
exceeded ASME III code requirements.

A stop-work order was considered but was rejected because all applicable
pipe spools have been fabricated and shipped to BVPS-2 site.

To date, a tot al of 35 pipe spo ols , including the spools on N&D 6841,
h ave be en ident ified as having PWHT pe r N-l l41-P-8, Rev. 1. These
s pools are being reviewed to determine if any aldi t io nal viola t ions
exist. The nonconformances will be addressed in N&D's and dispositioned
according to applicable requirements.

The specific items cited in Infraction Notice 83-11-01 were reviewed and
|

a preliminary investigation has determined the following:
|

| Spool Piece MSS-043-2:
!

Discrepancies Cited:
|

a. The heating rate was exceeded by 133*F.

b. Insuf ficient the rmocou ple s were ut ili zed to nu ni to r com po nent
t empe rature during PWHT. Furnace ch art s we re duplica t ed and
separately issued when more than one component was being PWHT in
the same furnace run.

[

!

i
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c. Repair welding was performed prior to PWHT yet the Weld Procedure
Speci fication (WPS) used was qualified without PWHT. The repair
weld was subsequently PWHT.

Response to Discrepancy:

a. The excessive heating rate could have result ed in cracking or j

un ac cept ab le circumfe rent ial linear indica t ions in locations such
as undercut or overlap or changes in the thickness of weld or base
metal. To ensure that no cracks or linear indications exist, all

welds on spools shall be magnetic particle (MT) examined.

b. PPCo. shall provide furnace survey ch art s to verify that the
furnace temperature distribution is uniform.

c. PPCo. has SWEC approved WPS's quclified for PWHT. PPCo. has been
r eq ues ted to ident ify this welding procedure, and revise /res ubmit
a spool do cume nt at ion package. As indica t ed ab ov e , the repa ir
weld shall be MT examined.

Spool Piece MSS-043-6:

Discrepancies Cited:

a. The heating rate was exceeded by 162*F.

b. Repairs were made on welds and weld build-up on the bend area
after PWHT. No subseque nt PWHT was pe rformed . A violation of
ASME Section IX and Sect ion III exists fo r compo nent s wh ich have
been PWHT after repairs.

c. Component soaking temperature of 1225*F was recorded. The WPS was
qualified to a tempe ra tur e range of 1100-1200* F ; a violation of
ASME Sections III and IX exists.

Response to Discrepancy:

a. All welds and repair welds shall be MT examined, se e res po ns e ( a)
for Spool MSS-043-2 above.

b. Repair welds do not require PWHT. Weld repairs performed to meet
the minimum wall thickness are cons idered as ba se me t al repa irs .
The pipe spool nominal wall thickness is less than 1-1/4 inch , ard
the carbon content is les s than 0.3 percent . Per ASME III Winter
of 1973 ad denda t ab le N B-4 62 3.1-2 , these welds are exempt fr om
PWHT. These weld repairs were pe rfo rmed using weld procedure
specification WPS 10 21D , Rev. 4, which h as PWHT Quali ficat ions .
Weld repairs should have been performed utilizing welding pr oce-
dures without PWHT quali fica t ions . PPCo. shall revise the
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document at ion package and resubmit incorporat ing the applicab le
pr oced ur e . Repair weld was pe rfo rmed after removal of slag
inclusion using welding procedure speci fication WPS 1008 E , Rev.
2, and/or 1021 E, Rev. 4. The af fect ed area was pr ehe at ed to
200*F and did not require PWHT per specification 2BVS-58.

c. The soaking temperature of 1225*F is below the material trans for-
ma t ion t empe ra ture of 1330*F and meets the requirement s of ASME
III 1971 through the Winter of 1973 addenda which allows a temper- '

ature range of 110 0- 125 0 * F. PPCo. shall revise and requalify the

welding procedure speci fica t ion to meet code and speci fica t ion
requirements.

Discussion:

The NRC Resident Ins pecto r also not ed conflict ing requirements between
the applicab le document s to be used fo r PWH f. The BVPS-2 FS AR states
that the applicable code fo r the construct ion of the main steam piping
is ASME III 1971 edition through the Winter of 1972 addenda. Spe ci fica-
t ion 2BVS-58 states that ASME III 1971 through the Winter of 19 73
addenda is the applicable code for PWHT. Originally, the speci fica t ion
invoked the 1971 edition through the Winter 1972 addenda of ASME III for
PWHT. PPCo. submi t t ed pr ocedur e N-1 141-P-8, Rev. 1, fo r ap pr oval
addr es sing pr eheat (PR) and PWHT of ASME III P-1 carbon steel piping
ma t e ri al s . SWEC reviewed and approved the procedure to the 1971 edi tion
through the Winter 19 72 ad de nda of ASME III. It was later detennined
that the piping fabricator ani erector had performed PH and PWHT which
was not in compliance with the applicable ASME III code , i . e . , PH a nd
PWHT ware not properly applied to carbon steel P-1 piping welds. The

Winter of 1973 addenda of ASME III eliminated the PH and/or PWRT of P-1
welds, 3/4 inch and le s s . Subseque nt ly, speci fica t ion 2BVS-5 8 was
r evised to invoke the Winter 1973 addenda of ASME III for PH and PWHT.
PPCo., however, did not revise pt oced ure N-1141-P-8 to reflect the
revised specification requirements.

The NRC Ins pecto r's review was based upon the 1971 ed i,t ion through
Winter of 1972 code addenda of ASME III as stated i n the FS AR a nd the
manu fac t ure rs data repo rt , fo rm N-2. The applicab le code fo r PWHT is
the 1971 code edition through the Winter of 19 73 ad de nd a , as discussed
abov e . SWEC's review of PPCo. procedure and the infract ion not ice has
been based on this premise. The conflict between the BVPS-2 FS AR and
2BVS-58 had earlier been ident ified in NRC Un reso lved Item 83-07-02.
This item is currently being reviewed and will be addres sed seperately.

Corrective Action to Prevent Further Violations:

To pr ec lude further specification violat ions , the following act ion will
be taken:
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1. I'nconsistencies between the FSAR and speci fica tion 2BVS-58 will be*
-.

- reconciled.
.

2. PPCo. heat treatment procedure N-1141-P-8, Rev. 1, shalI be revised >

to comply with the specification requirements.

3. PPCo. shall review all f ab ric a t ion , ex ami na t io n and testing<

procedures to verify that the procedures comply with ap plicab le'
,

- specification requirements.

4. PPCo. shall. provide furnace survey charts for SWEC review. ;

A documentation review of the 35 spoole identified for having violations
will be pe rfo rmed . When the result s of this review are ava ilab le ,

Duquesne Light Company will issue another report .on t' tis subject . It is

expected that this report will be issued by March 1,1984.'

DUQUESNE LIGHT COMPANY
'

.

-
_.

~ By 42w . N' N"
W

'E. J . Woolever4 '

Vice President
,

" /j_,JMM w s

cc: Mr. G. Walton, NRC Resident Inspector ,

rMs. L. Lazo, Project Manager
NRC Document Control Desk, ,

REFERENCE: NRC letter Docket No. 50-412, dated September 9,1983

.'
SUBSCRIBED AND RN TO BEFORE ME THIS

'

.M /gu j 1983.

/ [4 DAY OF[ AAA/ .
,'

j -

%-
|' 'f Not ary Pub 11c

-

ELVA G. LESONDAK, NOTARY PUBLIC
ROBINSON TOWNSHIP, ALLEGHENY COUNTY

MY COMMISSION EXP!RES OCTOBER 20,1986
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COMMONWEAATH OF PENNSYLVANIA )s
) SS:

. COUNTY OF ALLEGHENYs )

On.this '7 day of #/ /jw - /97,beforeme, a Notary
Public ~ in and foe said Commonwea'rth and Cou6ty/,

L*
personally appeared P. H. Orr,

who'being duly ' sworn deposed and said that (1) he is duly authorized to -
execute and file the -foregoing Submittal on behalf of E. J. Woolever, Vice
President of Duquesne Light, (2) he is _ duly authorized to execute and file
the foregoing Submittal on behalf of said Company, and (3) the statements set
forth .in the Submittal are true and correct to ths best of his knowledge.

- -

%m
.~

-ud , .
., Notary Public

ELVA G. LESONDAK, f10TARY PUBLIC

-- ROBINSON TOWNEHIP, ALLEGHENY COUNTY

, ~[ MY COMMISSION EXPIRES OCTOBER 20,1985
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