U.S. NUCLEAR REGULATORY COMMISSION
REGION 111

Report Nos. 50-456/84-36(DR%), 5(-457,/84 3&4(DRS )
Docket Nos. 50-456; 50-457 License Nos. C(PPk-132. (PPR-12:
Licensee: Commonwealtn tdison Company
Post Office Box 767
Chicago, Illinois 60690
Facility Name: Braidwood Station, Units 1 & Z

Iinspection At: Braidwood Site, Braiogwood, 11linoic

Inspection Conductec: November 20-21, December 5-€, 17-1¢, 2¢-27, 1984
and May 1, 17, June 14, July 16, 25-2¢, 30, 1985
racEs ! 4 o == ~
4 .‘:!0'. . " \lﬂ"‘
ok Date
;‘./‘.v/ v _r "(7"
hporoved By: L. K. Lanieison, Chief .
Materials and Processes Sectior Date

inspection Summary

gﬁyectwor on h,venber 20-21, December 5-6, 17-1% 6 26-27, 1984, and May 1. 17
June 14, &, 2574 s eport Noe. 50-4567/84-36(DKS |
R
I’bas‘Tanectod Unannoonceu, routine safety inspection to revies the HVAD
contractor ¢ welaing activities and related procedures tc evaluste Lhe
technica! adeguacy of both ongoing and pest weiding activities. anc re.’es
0f the electrica’ contractor's welding relatec procegure: (5
inspectior invoivec & total of 117 inspector<hours onsite by one NRC
inspeclor
kResults: Withir the area: Tnspeftec, Ne vI0 al10NE O Q& 1811001 were
Jaentifiec
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: DETAILS

Persons Contacted

(ommonwealth Edisor Company (CECo)

*. DelGeorge, Assistant Vice Presioent

*{. Schroeder, Licensing and Compliance Superintendent
*»). Dierpeck, PCD Engineer

*¥. Barnes, Licensing Engineer

*£. Netzel, QA Supervisor

XL. Kline, PLC Supervisor

*G. Groth, Ascistant Construction Superintendent

*J. Gieseker, PCD Engineer ik

Fuliman Sneet Metal Works, Inc. (PSM)

0. Grant, QA Site Supervisor
. wWeiner, Engineering Manager
E Ewzic. welding Engineer

L ¥ (omstoc)
Dewaia, QC Superviser

Seltmann, QA Manager
Simile, Level 111 Welding Superviscr

4 I i

ruencte: those attending the exit meeting

Review of HVAC Activities

A comprenensive review of Puliman Sheet Metal works, Inc. (PSM) weiging
activities ang relateg procecures at the Braiawood Site was performec
The oblective of this inspection was to evaluate the technical ageguac)
¢f both ongoing ano past weioing activities

The following proceogures anc gua'ifications, currentiy in use, were
reviewed and founc tc be acceptabie

1-1F, kevision 2. ant [.-"<F Kevicron 1, General Welding Procegure:
Br=12F, kevi.ion 2, Fiur Lcred Arc weiging (E717-11)
Bo-31F, Revision (, 5nh e’ ae0 Meta Ar: wWeiging (E309)
Bs-32F, Revision (. Shiciged Mete' Are he1oin? (E6013)
Br-32F, kevision 3, Fiuwy [crec Arc weiging (E717-11)
Bieilf, Revigior &, Snie e Meta A-: we cing (E7018
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. Be=1., Kevisaor ‘.. Gar Ve &' AT we ne '.7(.:"4
' BC=327, keviston &, Ga: Metal Ar: melicing (ERI0E;
: BG-337, Revision 1, Ga: Metal Arc weicing (ER30S
’ BC-34F , Revision C. Ga: Metal Ars wWelicing (ERIDS
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. BF-31F, Revision 2, Flux Cored Arc Welding (E717-GS)
: B2.1 F, Revision &, QA/QC Personnel Qualification and Certification

BYG.1.F, Revision £, wWelder Qualification

The feliowing procegure:, curently '+ use, were reviewed and found to
be deficient:

n BG-31F, Revision 1, Gas Metal Arc wWelding (ER705-3). This procedure -
was gualified in accordance with AWS D1.3-78 which states that a
quaiification test with & "tee" joint also qualifies & lap joint
but not vice versa Contrary to this requirement, this procedure
was gualified utilizing a 1ap joint while the procedure permittea
welding utilizing & "tee" joint. As a result of this NRC inspection
finding, BG-31F, Revision 1, was removed from the field to preciude
its use. It was concluded that no welaing had been performed nor
welders gualified to this procegure since issuance. PSM will revise
thic procedure at some later date should the need arise for its use.

- BS.Z.F. Revision 2, Control of Welding Filler Metal. This procedure
a'lowec for reconditioning of los hydrogen (E7C1E) electroges atl &

temperaiure o* 250°% when exposer 1o the atmosphere more thar & houvs
The AWS D1.2 Cooe reguirves that these electrodes bDe reconditioneg 2t
& temperature between 450°¢ anr 5007 ¢ tempereture of 250%F may
be sufficient 1o remove abio'hed hyoroger wnich may Cause ungerbes:
cracking of welgs, A: & resultl of thi: inspection, the procegure we
reviced tc incluge the reguirements of AWS D1.1. Tnis item reguire:
further revies upon the licensee¢ evaluation of work performec using
this procedure and is considerec an open item (456/84-36-C1(DRS;).

The following superseded procegures were reviewec ana found to be
acceptable. '

BPSM-FWP-300, Kevision &, Gas Mets’ Arc welding (E705-2)
BPSM-Fwr-300E, Revisior 2, Gas Metal Arc Welaing (E705-2)
BPSM-FWP-301C, Revision 4, Shieloec Metal Arc welding (E6013)
BPSM-FWE-304  Revision &, Gas Meta' Arc Welding (E309)
BPSM-FwP-304E . Revision 1, Ga:s Metal Arc welaing (E309)
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Twelve of the 8t weicer: emploved by P35V a: of Decemper 17 1984, wers
selected by tne inspnector for welder cualification review. AlT 12 of tn
ingdivicuals were Tound to be properly guaiified 1o the appliicablie Coge:
in agditior t¢ Lhe oozument review. tne Inspector selectec eignt weiqer:
te demonst-ate their actua’ welding proficiency. Weld joint configuratior.
the welding process procedure. anc material thickness selection: were
made bv the inspector.  The inspector onserved the welding anc subseauen:®
pend tests of the weld Coupon Trne cemonstratior establishec that tre
we GEVEOR FE5eL B0enud.e b0 IE @nT lnat the seiectec welging

PruceLs proceoLTe wat @80 adeguate 1o perform guality HVAL welaing



Documentation packages for the following hanger and duct installations
were reviewed:

$1640 0-217(
$1630 D-2144
$1327 (- 2368
$132¢ p-212¢
51304 C-216S
$1312

A1l documentation for these installations was found to be acceptable.
hs of hAugust 1983 weliding procedures to be used for a specific
installation are specified on & Weld Process Sheet. The Weld Process
Sheet 1s also used to cocument AWS D1.1 Code required preheat. Prior
to August 1983, no documentation of preheat exists. PSM has issued
NCK No. 747 to document and resolve this deficiency. Technical
justificatior for acceptance of welds instalied without evidence of
requirec preheat will pe based on the cuaiification of & weldinc
procedure using both EA012 and E701% eiectroaes with no prehest. This
is consigered an open item pending the inspector’'s reviewm 0 1!

comt ietec qualifications (456/84-36-02,DRS,

Inspection Report No. S0-45€/B3~0¢ identifiec certain PS5V programmgtic
geficiensies ht & result of a meuling betwesn tne 1igenses @r
Region 11. personne) on Fepruary 2., 1983, the licensee agreec 1

deveiop & weiC sample program to &iC n the evaluation of previous
work. The program consists of the remova’ anc subseguent tenstie
testine of approximately 70 welds representing approximately 3% instaliec
hange : ir addition. & sample of sneet meta! to sheel metla anc sheel
meta tc structure joints will be tested. This is consigerec ar oper
item pending the inspector's review of the compieted testing

(456 /84-36-03(DRS) ;.

Review 0f Electrical Contractor Welding Frocedures

L review of all L. K Comstock welding procedures used for fabrication
anc installation of cable trays anc supports was performec. The
following procedures and gualifications, currently in use. were
reviewes and found tc be acceptabie

weiger Periormance Qualificatior Jest

‘ &7 L. kevision L,

) & % . kevisior F, welding Procedure Structural Attachments (701€
: & > o %, Revisior A, welding of Aluminur

. £ :.3.2, keviston &, welging ¢f Sta'nless Stee

. & 3 - 1., Revisiorn [, welding Procegure (6013)

The %0 '0w NC superseec DroceduTed were reviewed ant Tounc 1<
acceplal e

& 14, Revision §/17/8(, welding of Stainless Stee’
. 4 8 .. Revisior £/14/83, weicing of Aluminum .
4 7.5 1. Revision A, E, anc {, Welding Frocedure (6013,
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4.3.3, Revision A, B, C, U and E, Welding Procedure Structurel
Attachments (7018)

A deficiency related to @ welcing practice wes identified guring this
inspection, Per AWS D1.1 welcing Loge, welding on galverizec material
is not pernittec urless & procec.re 1c specifically quelified for that
application. While Comstock aoes welc on galvanized materials, their
undocumented actual practice 1s tc remove (by grinding) the galvanize
prior tc welding, The NRC inspecter verifiec this practice by
interviewing seversl welders in the fieic, To preclude the possibility
of any guestionable work arising from & feilure to remove the galvanize
coating before welcing, the licensee hes instructed L. K. Comstock to
qualify & procedure for weldinc with the galvanized cogting in place.
This 1% considerec an open item pending review of tne welding
procedure cualification test results (456/84-36-04(DRS)).

Oper Iten

Oper items &ve natters which have beer ¢ ¢ with the licensee, whicr
will be revicwed further by the inspeltors, @ Vot ve Some attiof
on the pert of tne NRC or 1i
the IRSEeLTiCcr &re CI5CUSSEC

cersee Or botr. Ui jtem:s ¢ psed aqur e

Exi1t, interyies

The inspector met with representetives (gencted 1n Person: Lontactec
peragraph! at the conciusion of the inspectior, The irspector Summarizes
the scope anc finding: of the irspectiors noted in this repoct,  The
inspector alse giscucsec the likely informetionel content ¢ the
inspection report with regarc to gocuments or proCesse: reviewel Dy tns
inspector during tne inspection. The licensee dic not i1centify any sucr
documents/processes ¢ proprietary.




