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STATE OF MISSOURI )
) 8 §
COUNTY OF CALLAWAY )

Donald F. Schnell, of lawful age, being first duly
sworn upon oath says that he is Senior Vice President-
Nuclear and an officer of Union Electric Company; that he
has read the foregoing document and knows the content
thereof; that he has executed the same for and on behalf of
said company with full power and authority to do so; and
that the facts therein stated are true and correct to the
best of his knowledge, information and belief.

w _LhaldO LY

Donald F. Schnell
Senior Vice President

Nuclear
SUBSCRIBED and sworn to before me this F i A day
of AU vy =7 , 1996.
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Page 1 of 2

RESPONSES TO NRC REQUEST FOR ADDITIONAL
INFORMATION - CALLAWAY LASER WELDED SLEEVING

By letter dated August 2, 1996 (ULNRC-3410), Union Electric
committed to provide a summary of the tests performed to
validate the formal laser welded tube sleeve weld process.

Summary of Weld Process

The formal ASME Code qualification of the laser weld process has
been completed. The qualification data package which includes
the Weld Process Specification and the Process Qualification
Records are available for review.

Two-pass and three-pass processes have been fcrma
The qualification testing included the prep tio
samples for the following welding power rar

324W to 336W
337W to 349W
350W to 361W

A total of 36 weld samples on sleeved tube mockups were made,

These samples were visually inspected using a Welsh Allyn probe
and UT inspected. Following the heat treatment pr ceds, the
samples were sectioned for metallographical examinations and PT.

in that the welds
ce and had no hot
ceptable for UT

The results for all 36 samples were acceptable
had adequate widths at the sleeve/tube interfa
cracks. The weld surfaces were found to be ac
inspection.

Summary of Lower Joint Qualification Testing

Three types of tests were performed to qualify the eleva
sleeve lower joint, 1) primary-to-se r eak resista
testing, 2) secondary-to-primary “onset of significant 1
esting” and 3) sleeve pullout testing
A nominal rcll expansion torque of 120 10 inch-lbs. was
identified during the scoping test and verified during t
qualification test. The roll expansion torque 1is applie
three-pin roll expander having «n effective rolling heig
inches. A nominal rolled height of 1.75 inches is speci
Eighteen primary-to-secondary side “process qualificatio
test samples were fabricated and tested. All of the samp
the leeskage acceptance criteria from Page 4-20 of WCAP 1
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