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EXECUTIVE SUMMARY

Background

Through FY 1999, six double-shell tanks were ultrasonically examined to meet the integrity
requirements of the Washington Administrative Code, Chapter 173-303, “Dangerous Waste
Regulations™. Subsequent to the examinations, integrity assessment reports were issued for each
double-shell tank farm and submitted to the Washington State Department of Ecology (WDOE)
in FY 1999. In June 2000, the Washington State Department of Ecology issued Administrative
Orders 0ONWPKW-1250 and 00ONWPKW-1251 providing prescriptive examination
requirements for all double-shell tanks by FY 2005. In 2003, the Administrative Orders were
incorporated into the Hanford Federal Facility Agreement and Consent Order, Milestones

Series M-48. Milestone M-48-13 requires examination by September 30, 2005, of four DSTs not
previously examined. This report documents the required ultrasonic examination of double-shell
tank 241-AN-104, completed in the fourth quarter of FY 2005.

Methodology

The primary tank wall examinations consisted of two parallel 15 to 17-inch wide strips, ~33 feet
in length (scanned vertically), a horizontal 17 inch by 240 inch strip encompassing the historical
liquid-air interface. The primary wall vertical examinations were looking for wall thinning,
cracking, and pitting in the tank wall. The weld heat affected zones (HAZ) examined included
25.1 linear feet of vertical welds joining plates 2 through plate 5, and ~21 linear feet of the
horizontal plate #5 to knuckle weld (see figure 10-1). The primary tank lower knuckle and four
air slots were examined using the P-scan system.

The ultrasonic examinations were carried out in accordance with American Society of
Mechanical Engineers (ASME) Boiler and Pressure Vessel Code, Section V, “Nondestructive
Examinations”. The personnel and non-destructive examination equipment were qualified to
perform the examinations on the double-shell tanks by performance demonstration tests (PDT)
administered by Pacific Northwest National Laboratories.

The accuracy of the PDT measurements was required to be within 0.020 inches for wall thinning,
0.050 inches for pitting, and 0.10 inches for cracking (per RPP-22571 Engineering Task Plan for
the Ultrasonic Inspection of Hanford Double-Shell Tanks - FY2005, Jensen 2005). The PDT
revealed that the examiners met this requirement (section 6.0).

Results

There was no reportable wall thinning detected in any of the plate areas examined (reportable
wall thinning is defined as greater than 10% below nominal). The primary wall vertical scans
yielded an overall average ((scan 1 + scan 2)/2) wall thickness value of 104% of nominal. The
overall average ((scan 1 + scan 2)/2) minimum wall thickness value was 99.6% of nominal. Of
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the 12 inch long vertical wall plate scans yielding minimum thicknesses falling below the
nominal values, the greatest deviation was 2.2% below the nominal (Plate #3, Scan 1). There
were no reportable pitting indications nor any crack-like indications detected in any of the wall
plates.

There were no areas of reportable wall thinning, cracking, or pit-like indications detected during
the primary tank horizontal wall scan of the historical liquid-air interface.

The average horizontal wall thickness value was 106.7% of nominal for the liquid-air interface
scan. The average minimum horizontal wall thickness value was 101.2% of nominal. Of the 12
inch long horizontal wall plate scans yielding minimum thicknesses falling below the nominal

value (0.500 inches), the greatest deviation was 0.4% below the nominal.

There were no areas of reportable wall thinning, no crack-like indications, nor reportable pitting
indications detected in any of the weld HAZ. This included the primary tank vertical weld scans,
and the primary tank lower knuckle-to-shell horizontal weld scan. The average HAZ thickness
value was 102.9% of nominal for the vertical weld HAZ, and 104.7% of nominal for the
horizontal knuckle/plate weld HAZ. The average minimum HAZ thickness value detected was
97.1% of nominal for the vertical welds HAZ, and 101.3% of nominal for the horizontal weld
HAZ. Of the 12 inch long HAZ scans yielding minimum thicknesses falling below the nominal
values, the greatest deviation was 7.4% below nominal for the vertical welds HAZ, and 2.6% of
nominal for the horizontal weld HAZ.

The examination of the primary tank lower knuckle revealed no areas of reportable thinning,
pitting, or crack-like indications. The knuckle examination included a horizontal strip of the
knuckle wall, and four vertical strips of the wall aligned with four different air slots. The average
wall thickness detected was 108.1% of nominal for the horizontal scan, and 110.9% of nominal
for the vertical scans. The average minimum wall thickness detected was 103.7% of nominal for
the horizontal scan, and 109% of nominal for the vertical scans.

All of the areas of the knuckle that were examined had minimum thicknesses that exceeded the
nominal thickness of 0.875 inches.

Based on the results of this examination (no reportable indications), the material condition of
DST 241-AN-104 is satisfactory for continued operation.

The tanks inspected to date are summarized in the following table.

viil
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Double-Shell Tanks Inspected Through August 2005

Double- Inspection Year (FY)
Shell

Tank 1997 1998 1999 2000 2001 2002 2003 2004 2005

AN-101 X

AN-102 X

AN-103 X

AN-104 X

AN-105 X (1

AN-106 X

AN-107 X

AP-101 X3

AP-102 X

AP-103 X @)

AP-104 X [©)

AP-105 X

AP-106 X

AP-107 X

AP-108 X 2

AW-101 X

AW-102 X )

AW-103 X

AW-104 X

AW-105 X

AW-106 X

AY-101 X X )

AY-102

AZ-101

AZ-102 X (3)

SY-101 X

SY-102

SY-103 X

M Limited scope reexamination.

© Linear indication evaluated.

) Includes primary knuckle Synthetic Aperture Focusing Technique (T-SAFT) examination.

®) Linear indication detected; A follow-upii  ction det 1ed thatitisa 11 area of incomplete fusion.

® Primary knuckle T-SAFT examination only.
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2.0 OBJECTIVE AND SCOPE

This report describes the inspection system, evaluates the inspection results, and documents
findings with conclusions and recommendations. The inspections described in this report
include the primary tank wall, the liquid/air interface, the vertical weld Heat Affected Zones
(HAZ), the primary knuckle, and the horizontal cylinder/knuckle weld HAZ.

The inspections were conducted in accordance with the criteria and scope set forth in RPP-RPT-
22571 (Jensen 2005) for the FY 2005 UT inspection of DST 241-AN-104.

2-1
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Figure 4-4. Schematic of UT Setup for Inspection of Cracks at Knuckle
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Figure 4-5. Schematic of UT Setup for Inspection of Wall Thinning at Knuckle
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5.0 INDICATION REPORTING CRITERIA

COGEMA Engineering was required to report to the customer the following anomalies:

e Wall thinning that exceeded 10 percent of the nominal wall thickness
 Pit depths that exceeded 25 percent of the nominal wall thickness
o Cracks that exceeded 0.1 inch in depth

The reporting criteria is established to identify indications that should be tracked. This tracking
is to be used to determine if there is any active mechanism causing additional thinning, pit
growth, or crack growth, based on subsequent examinations on the eight to ten year examination
interval. The values are nominally 50% of the “acceptance criteria” established in Acceptance
Criteria for Non-Destructive Examination of Double-Shell Tanks (Jensen 1995) and
recommended in Guidelines for Development of Structural Integrity Programs for DOE High-
Level Waste Storage Tanks (Bandyopadhyay et al. 1997).

For indications exceeding the “acceptance criteria”, actions are initiated to evaluate the
operability of the DST (Jensen 2005) through the occurrence reporting process. Indications
exceeding the “reporting criteria” are reported to the CH2M HILL Project Engineer to be
documented in the inspection report (Jensen 2005).
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6.0 PERFORMANCE DEMONSTRATION TESTS

Prior to field use, COGEMA Engineering personnel satisfactorily completed a Performance
Demonstration Test (PDT). The test was conducted to qualify personnel, test procedures, and
ensure the equipment’s ability to detect and size wall thinning, pits, and cracks in a series of test
plates with artificial defects. The performance demonstration test was performed on a tank
mock-up in the 306E Facility located in the Hanford Site 300 Area. This mock-up also
demonstrated the successful deployment and retrieval of the equipment.

The Pacific Northwest National Laboratory (PNNL) report, “Report on Performance
Demonstration Test — PDT, May 2000” (Attachment 3 of Ultrasonic Inspection Results of
Double-Shell Tank 241-AP-108, Jensen 2000b) provides the details of the complete evaluation of
the P-scan system PDT.
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7.0 TANK 241-AN-104 HISTORY

The 241-AN Tank Farm consists of seven DSTs located in the 200 East Area of the Hanford
Site. These underground tanks were built in 1980 and 1981, and are 75 feet in diameter with an
operating capacity of 1.16 million gallons.

Tank 241-AN-104 entered service in 1982, receiving raw water. The tank received double-shell
slurry feed waste from tank 241-AW-102 in the fourth quarter of 1982, and the first quarter of
1984. In the fourth quarter of 1983, the tank received PUREX waste. In the first quarter of 1984,
waste was transfered to tanks 241-AZ-102 and 241-AN-105. In the third quarter of 1984, 82 kgal
of flush water was added to the tank, and waste was transfered to tank 241-AN-103. From the
fourth quarter of 1984 to the second quarter of 1985, the tank received double-shell slurry feed
waste from tank 241-AW-102 via the evaporator. The last transfer was a small amount of flush
water added in 1996 (Hu 1997).

Tank 241-AN-104 currently contains approximately 1,053,000 gallons of waste equivalent to
approximately 384 inches: 608,000 gallons of supernatant (~220 inches), and 445,000 gallons of
sludge (~164 inches) The tank is categorized as sound. (Waste Tank Summary Report for Month
Ending May 31, 2005, Naiknimbalkar 2005).

The waste level history since October 1981 is shown in Figure 7-1, based on data obtained from
the Tank Waste Information Network System (TWIN S)’.

! TWINS, http://twins.pnl.gov/twins.htm, queried 5/27/05 [Data Source: Measurements, SACS, Surface Level,
Tank Name AN-104, All Measurement Date values]

7-1
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8.0 GENERAL REQUIREMENTS AND INSPECTION SCOPE

FY 2005 Contract Number 21186, Release 14, specifies that the contractor provide (among
others) the following deliverables to the Double-Shell Tank Integrity Project (DSTIP)
organization;

e The contractor shall provide AN-104 NDE Support and Data Analysis

e The contractor shall prepare recommended engineering reports and studies as directed
by the DSTIP project leads

The areas on the primary tank that were identified for UT inspection in the engineering task plan
(Jensen 2005) and work package number 2E-04-02395 are described below.

Primary Tank Wall and Welds:

e A vertical strip (approximately 30 to 34 inches wide by 35 feet long) of the primary tank
wall between the upper haunch transition and the lower knuckle for pits, cracks, and
wall thinning. The vertical strip may be comprised of one or more strips whose total
width is 30 inches.

e A horizontal strip (17 inches wide by 20 feet long) centered on the average elevation of
the liquid-air interface that existed for five years or longer.

o Twenty feet of the circumferential weld joining the cylinder to the lower knuckle, one
vertical weld joining the lowest shell course plates (about 10 feet of weld), and one
vertical weld joining the next to the lowest shell course plates (about 10 feet of weld). A
minimum of twenty (20) feet of vertical weld shall be examined.

Primary Tank Knuckle:

e A strip in the lower knuckle to detect the presence of cracks oriented in the
circumferential direction, and for pits and wall thinning. The area to be examined is 20
feet long in the circumferential direction, and in the meridional direction, is from the
weld | ning the transition pla withthe 1ck tothefartl t choftl traa lu
assembly that is allowed by the tank geometric constraints (using the flexible arm
attachment to the existing P-scan system) — supplemented by T-SAFT, if available). The
20 foot dimension is not required to be a continuous length. Examination segments that
add up to 20 feet in length are acceptable.

8-1
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10.0 INSPECTION RESULTS

Tank 241-AN-104 was fabricated from carbon steel plate. The primary tank’s exterior surface
varies from mill scale to coatings of various degrees of rust caused by in-service corrosion of
carbon steel. A description of the plates is as follows with the location of the plates as shown in
Figure 10-1 (Tank Cross Section 241-AN Tanks, Vitro Hanford 1979).

Primary Tank Upper Knuckle — Connects dome of tank to side-wall

Primary Tank Wall — Consists of (from top to bottom)

Plate #1 — approximately 7 feet 8 inch tall, 1/2 inch nominal thickness
Plate #2 — approximately 7 feet 8 inch tall, 1/2 inch nominal thickness
Plate #3 — approximately 7 feet 8 inch tall, 1/2 inch nominal thickness
Plate #4 — approximately 9 feet tall, 3/4 inch nominal thickness

Plate #5 — approximately 2 feet tall, 7/8 inch nominal thickness

Primary Tank Lower Knuckle — Approximately 7/8 inch nominal thickness. Connects
sidewall of tank to primary tank bottom.

Primary Tank Bottom — Connected to primary tank lower knuckle. The outer three feet is
approximately 7/8 inch nominal thickness, transitioning to 1/2 inch nominal thickness.

The P-scan crawler was deployed through the 24 inch diameter annulus inspection Riser 026 at
the north side of tank 241-AN-104 for examinations of the primary tank wall, primary knuckle,
and vertical and horizontal welds. All tank welds examined were in the “as-welded” condition.
The various scan paths for the crawlers are shown in Figure 10-1, along with other pertinent tank
information.

Additional P-scan measurements of the primary knuckle were made using the P-scan crawler
equipped with a flexible extension arm that was extended into selected air slots in the insulating
concrete (Figure 10-2).

The UT P-scan data were examined by COGEMA Engineering’s Level III certified inspector and
by Limited Level II certified inspectors. The Limited Level II inspectors were “P-scan Limited”,
indicating that they are qualified to collect and examine the . scan data, but are not qualified to
interpret the data.

10-1
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Figure 10-1. S ematic of UT Scan Paths on North Side of Tank 241-AN-104 Wall (via Riser 026)
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Figure 10-2.  Air Slots Under Tank Bottom of DST 241-AN-104
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The following pages contain tables that present summary and detailed wall thickness data, which
were derived from the COGEMA “Automated Ultrasonic Thickness Data Report Sheets”. The
inspection data sheets, the transducer calibration sheets, the original tank wall and weld scan
map, and an interpretation of the data by an independent Level I certified NDE Inspector are
included in Attachment 2 for the P-scan data.

Tables 10-1 through 10-3 summarize the minimum wall thickness values obtained using the
P-scan system on the primary tank walls, which includes the liquid-air interface of Plate #1.

Tables 10-4 and 10-5 summarize the minimum wall thickness values obtained using the P-scan
system on the primary tank vertical welds and the primary tank lower knuckle weld.

Although the data are reported to three significant figures, the accuracy of the wall thickness
data, based on the results of the performance demonstration test, is 0.012 inch root-mean-square
(RMS).

Table 10-1. Summary of Primary Tank Wall Scan 1 (via Riser 026)

Elevation of Wall Scan Design Measured Scan
Plate Description Wall Scan Distance Nominal Minimum Minimum %
(inches) (inches) (inches) (inches) of Nominal
421.2
Plate #1 to 92.2 0.500 0.493 98.6%
329
327
Plate #2 to 89.9 0.500 0.499 99.8%
237.1
235
Plate #3 to 89.7 0.500 0.489 97.8%
145.3
143
Plate #4 to 105.9 0.750 0.744 99.2%
37.1
35
Plate #5 to 20.89 0.875 0.859 98.2%
14.11

M Scan widths were 15-17 inches.
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Table 10-2. Summary of Primary Tank Wall Scan 2 (via Riser 026)

RPP-RPT-26254, Rev. 0

Elevation of Wall Scan Design Measured Scan
Plate Description Wall Scan Distance Nominal Minimum Minimum %
(inches) finches) ¥ fincheg) (inches) of Nominal
4193
Plate #1 to 90.3 0.500 0.480 96.0%
329
327
Plate #2 to 89.4 0.500 0.499 99.8%
237.6
235
Plate #3 to 89.6 0.500 0.490 98.0%
145.4
143
Plate #4 to 105.9 0.750 0.743 99.1%
37.1
35
Plate #5 to 21.2 0.875 0.857 97.9%
13.8

™ Scan widths were 15-17 inches.

suble 10-3. Summary of Primary Tank Liquid-Air Interface Wall Scan (via Riser 026)

Elevation of

Horizontal Wall Scan Design Measured Scan
Plate Description orizonta Distance Nominal Minimum Minimum %
Wall Scan (inches) (inches) (inches) of Nominal
(inches) :
T 381.5
Liquid-Air Interface to 249.2 0.500 0.498 99.6%
Plate #1 398.5

M Scan width was 17 inches.
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Table 10-4. Summary of Primary Tank Vertical Weld Scans (via Riser 026)

Elevation of Weld Scan Design Measured Sean
Weld Description Weld Scan Distance Nominal Minimum Minimum %
(inches) (inches) " (inches) (inches) of Nominal
. 327
\Y%
e;f;;fel ;geld to 88.4 0.500 0478 95.6%
238.6
. 235
Vertical Weld to 89.5 0.500 0.463 92.6%
Plate #3
145.5
. 143
Vertical Weld to 102.8 0.750 0.708 94.4%
Plate #4
40.2
Vertical Weld 35
A to 21.3 0.875 0.859 98.2%
Plate #5 13.7

M Scan widths were 11.1 — 11.58 inches.

Table 10-5. Summary of Plate #5 / Knuckle Horizontal Weld Scans (via Riser 026)

Vertical Weld Scan Design Measured Scan
Weld Description Location of Distance Nominal Minimum Minimum %
Weld Scan (inches) ¥ (inches) (inches) of Nominal
Horizontal Weld Fr°“? ~1m.to
Plate #5 to Knuckle, | > 10 2bove 254 0.875 0.852 97.4%
Plate #5 Side Plate #5 /
Knuckle Weld
Horizontal Weld F‘°’?‘~1 1ln to
Plate #5 to Knuckle, | > .- below 249.2 0.875 0.880 100.6%
Knuckle Side Plate #5 /
Knuckle Weld

(1 Scan widths were 9.5 to 10.5 inches

Tables 10-6 through 10-15 contz  the detailed data for t1 primary tank vertical wall scans as
presented in 12 inch long by 15 to 17 inch wide connecting scans. Table 10-16 contains the
detailed data for the Plate #1 liquid-air interface scan as presented in 12 inch long by 17 inch
wide connecting scans.
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Table 10-6. Primary Tank Vertical Wall Scan 1 — Plate #1 (via Riser 026)

Scan L.D. Elevation of Vert'lcal Design Measured Measured
Start of Location of . . .

Number Nominal Average Minimum

Data Sh Wall Scan Wall Scan (inches) (inch inche
(Data Sheets) (inches) (inches) ches) (inches)
329 0-12W 0.500 0.525 0.504
341 12-24 0.500 0.530 0.498
353 24 - 36 0.500 0.530 0.493
Scan “Vert. Wall /

e 1 365 36— 48 0.500 0.530 0.508
(Page Att. 2-3) 377 48 - 60 0.500 0.530 0.509
389 60 - 72 0.500 0.530 0.502
401 72 -84 0.500 0.530 0.499
413 84-922 0.500 0.525 0.508

) Scan start was 1 inch above the centerline of the second horizontal weld (scanned from bottom of plate to top of plate),
and centerline of 24 inch Riser 026; Scan width was 15 inches.

Table 10-7. Primary Tank Vertical Wall Scan 1 - Plate #2 (via Riser 026)

Scan 1.D. Elevation of Vertical Design Measured Measured
Start of Location of R . .
Number Nominal Average Minimum
Data Sheet Wall Scan Wall Scan (inches) (inches) (inches)
(Data Sheets) (inches) (inches)

327 0-12" 0.500 0.525 0.499
315 12 -24 0.500 0.525 0.499
Scan 303 24 -36 0.500 0.525 0.504
“Vert. Wall /0/ 291 36-48 0.500 0.525 0.503
Plate 27 279 48— 60 0.500 0.525 0.499
(Page Att. 2-4) 267 60— 72 0.500 0.525 0.503
255 72 -84 0.500 0.525 0.499
243 84 - 89.9 0.500 0.525 0.499

M gcan start was 1 inch below tne centerline of the second horizontal weld, and centerline ot 24 inch Kiser 026;
Scan width was 17 inches.
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Table 10-8. Primary Tank Vertical Wall Scan 1 - Plate #3 (via Riser 026)

Scan L.D. Elevation of Vert.lcal Design Measured Measured
Start of Location of . . .
Number Nominal Average Minimum
Data Sheet Wall Scan | Wall Scan (inches) (inches) (inches)
(Data Shects) (inches) (inches)
235 0-12" 0.500 0.515 0.489
223 12-24 0.500 0.520 0.493
Scan 211 2436 0.500 0.525 0.498
“Vert. Wall / 0/ 199 3648 0.500 0.525 0.503
Plate 3 187 48— 60 0.500 0.525 0.503
(Page Att. 2-5) 175 60— 72 0.500 0530 0.509
163 72 -84 0.500 0.530 0.497
151 84 —89.7 0.500 0.525 0.502

(' Scan start was 1 inch below the centerline of the third horizontal weld, and centerline of 24 inch Riser 026;
Scan width was 17 inches.

Table 10-9. Primary Tank Vertical Wall Scan 1 — Plate #4 (via Riser 026)

Scan L.D. Elevation of Vert_lcal Design Measured Measured
N Start of Location of . . .
umber Nominal Average Minimum
(Data Sheets) Wall Sean Wall Scan (inches) (inches) (inches)
(inches) (inches)
143 0-12® 0.750 0.770 0.744
131 12-24 0.750 0.770 0.744
119 24 -36 0.750 0.770 0.744
Scan 107 3648 0.750 0.770 0.750
“Vert. Wall /0 /
Plate 4” 95 48 — 60 0.750 0.770 0.753
(Page Att. 2-6) 83 60-72 0.750 0.770 0.754
71 72 - 84 0.750 0.770 0.750
59 R4 _Qf 0750 n 770 0747
l 4/ J Y0 - 1009 n 0./50 i 0.770 I 0./47

(U Scan start was 1 inch below the centerline of the fourth horizontal weld, and centerline of 24 inch Riser 026;
Scan width was 17 ing:hes.

10-8






RPP-RPT-26254, Rev. 0

Table 10-12. Primary Tank Vertical Wall Scan 2 — Plate #2 (via Riser 026)

Scan 1.D. Elevation of Vert.lcal Design Measured Measured
Start of Location of . -
Number Nominal Average Minimum
Wall Scan Wall Scan . . .
(Data Sheets) (inches) (inches) (inches) (inches) (inches)
327 0-12M 0.500 0.525 0.499
315 12-24 0.500 0.525 0.502
303 24 - 36 0.500 0.525 0.501
Scan “Vert. Wall /

2% / Plate 2 291 36-48 0.500 0.525 0.503
(Page Att. 2-14) 279 48 - 60 0.500 0.530 0.503
267 60-72 0.500 0.530 0.507
255 72 -84 0.500 0.525 0.501
243 84 — 8947 0.500 0.525 0.503

1) Scan start was 1 inch below the centerline of the second horizontal weld, and 17 inches west of Scan 1, centerline to
centerline; Scan width was 15 inches.

Table 10-13. Primary Tank Vertical Wall Scan 2 - Plate #3 (via Riser 026)

Scan 1.D. Elevation of Vert-ical Design Measured Measured
Start of Location of . . .
Number Nominal Average Minimum
Wall Scan Wall Scan . . .
(Data Sheets) (inches) (inches) (inches) (inches) (inches)
235 0-12M 0.500 0.515 0.494
223 12 -24 0.500 0.520 0.496
211 24 -36 0.500 0.525 0.499
Scan “Vert. Wall /
— . 0.525 0.490
2™ Plate 3” 199 36-48 0.500
(Page Att. 2-15) 187 48 - 60 0.500 0.525 0.500
175 60 —72 0.500 0.525 0.503
163 72 — 84 0.500 0.525 0.501
i 0.525 | 0.490
= =— — — =

-+ scan start was | inch below the centerline ot the third horizontal weld, and 17 inches west ot Scan 1, centerline to
centerline; Scan width was 17 inches.
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Table 10-14. Prnimary Tank Vertical Wall Scan 2 - Plate #4 (via Riser 026)

Scan 1.D. Elevation of Vert.ical Design Measured Measured
Number Start of Location of Nominal Average Minimum
(Data Sheets) Wall Scan Wall Scan (inches) (inches) (inches)
(inches) (inches)
143 0-120 0.750 0.765 0.744
131 12-24 0.750 0.765 0.743
119 24 -36 0.750 0.770 0.746
Scan “Vert. Wall / 107 36— 48 0.750 0.770 0.749
2"/ Plate 4” 95 48 - 60 0.750 0.770 0.752
(Page Att. 2-16) 83 60 — 72 0.750 0.770 0.753
71 72 -84 0.750 0.775 0.744
59 8496 0.750 0.775 0.751
47 96 —105.9 0.750 0.775 0.754

) Scan start was 1 inch below the centerline of the fourth horizontal weld, and 17 inches west of Scan 1, centerline to

centerline; Scan width was 17 inches.

Table 10-15. Primary Tank Vertical Wall Scan 2 - Plate #5 (via Riser 026)

Scan 1.D. Elevation of Vert‘lcal Design Measured Measured
Start of Location of . . .
Number Nominal Average Minimum
Wall Scan Wall Scan . . .
(Data Sheets) (inches) (inches) (inches) (inches) (inches)
Scan “Vert. Wall / 35 0-120 0.875 0.890 0.857
2"/ Plate 57
23 12-21.2 0.875 0.885 0.858

(Page Att. 2-17)

() Scan start was 1 inch below the centerline of the fifth horizontal weld, and 17 inches west of Scan 1, centerline to

centerline; Scan width was 115 inches.
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Table 10-16. Primary Tank Wall Historical Liquid-Air Interface Scan — Plate #1 (via Riser

026)
Scan L.D. Elevation of Horizontal Design Measured Measured
Number Horizontal Location of Nominal Average Minimum
(Data Sheets) | "l Sean Wall Scan (inches) (inches) (inches)
(inches) (inches)

2815 0-120 0.500 0.530 0.501
Liquid / Air A To 12 -24 0.500 0.530 0.503
(Page Att. 2-23) 2085 24-36 0.500 0.530 0.498
36 —37.28 0.500 0.530 0.511
Liquid / Air B 381.5to 0-129® 0.500 0.530 0.501
(Page Att. 2-24) 398.5 12-21.7 0.500 0.530 0.505
0-12® 0.500 0.535 0.508
12-24 0.500 0.535 0.510
24 -36 0.500 0.535 0.503
3815 3648 0.500 0.535 0.511
Liquid / Air C To 48 - 60 0.500 0.535 0.510
(Page Att. 2-25) 3085 60 —172 0.500 0.535 0.511
72 -84 0.500 0.535 0.513
84 — 96 0.500 0.535 0.504
96108 0.500 0.535 0.514
108 — 120 0.500 0.535 0.505
0-12@ 0.500 0.535 0.503
12-24 0.500 0.535 0.509
Liquid / Air D 38TL‘5 24 -36 0.500 0.535 0.506
(Page Att. 2-26) 3085 36— 48 0.500 0.535 0.504
48 - 60 0.500 0.535 0.500
60 - 72 0.500 0.535 0.504

() Start of scan @ east air line; Scan width was 17 inches.

@ Start of scan @ end of Liquid / Air A; Scan width was 17 inches.
® Start of scan @ end of Liquid / Air B; Scan width was 17 inches.
“ Start of scan @ end of Liquid / Air C; Scan width was 17 inches.

10-12




RPP-RPT-26254, Rev. 0

Table 10-17. Primary Tank Vertical Wall Weld Scan - Plate #2 (via Riser 026)

Elevation of

Vertical

Scan L.D. Start of Location of Design Measured Measured
Number Weld Scan Weld Sean Nominal Average Minimum
(Data Sheets) (inches) (inches) (inches) (inches) (inches)
327 0-12W 0.500 0.520 0.478
315 12-24 0.500 0.520 0.482
Scan 303 24-36 0.500 0.520 0.481
“Vert. Weld / 291 36-48 0.500 0.520 0.487
Plate 27 279 48— 60 0.500 0.520 0.488
(Page Att. 2-27) 267 60— 72 0.500 0.520 0.482
255 72 -84 0.500 0.520 0.478
243 84 - 88.4 0.500 0.520 0.482

1) Scan start was 1 inch below the centerline of the second horizontal weld; Scan width was 11.3 inches.

Table 10-18. Primary Tank Vertical Wall Weld Scan - Plate #3 (via Riser 026)

Elevation of

Vertical

Scan LD. Start of Location of Design Measured Measured
Number art o cation 0 Nominal Average Minimum
Data Sheet Weld Scan Weld Scan (inches) (inches) (inches)
(Data Sheets) (inches) (inches)
235 0-120 0.5625 0.520 0.485
223 12-24 0.5625 0.520 0.482
Sean 211 24 -36 0.5625 0.520 0.480
“Vert, Weld / 199 3648 0.5625 0.520 0.487
Plate 3 187 48— 60 0.5625 0.520 0.487
(Page Att. 2-28) 175 60— 72 0.5625 0.520 0.485
163 72 -84 0.5625 0.520 0.463
151 R4 —RR A 0.5625 0.520

) Scan start was 1 1ncn below the centerine of the third norizontal weid; Scan width was 11.44 incnes.
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Table 10-19. Primary Tank Vertical Wall Weld Scan - Plate #4 (via Riser 026)

Elevation of

Vertical

Scan L.D. ! - Design Measured Measured
N Start of Location of . -
umber Nominal Average Minimum
Data Sheet Weld Scan Weld Scan (inches (inches) (inches)
(Data Sheets) (inches) (inches) )
143 0-12¢ 0.750 0.760 0.708
131 12-24 0.750 0.755 0.733
119 24 -36 0.750 0.755 0.731
Scan 107 36-48 0.750 0.750 0.735
“Vert. Weld /
Plate 4” 95 48 — 60 0.750 0.755 0.731
(Page Att. 2-29) 83 6072 0.750 0.755 0.729
71 72 -84 0.750 0.755 0.730
59 84 - 96 0.750 0.755 0.731
47 96 -102.8 0.750 0.760 0.738

() Scan start was 1 inch below the centerline of the fourth horizontal weld; Scan width was 11.58 inches.

Table 10-20. Primary Tank Vertical Wall Weld Scan - Plate #5 (via Riser 026)

Scan 1.D. Elevation of Vert.lcal Design Measured Measured
Start of Location of . -

Number Nominal Average Minimum
Data Sheet Weld Scan Weld Scan (inches (inches) (inches)
(Data Sheets) (inches) (inches) es)

Scan _19

“Vert. Weld / 35 0-12 0.875 0.900 0.867

Plate 5”

23 12-213 0.875 0.900 0.859

(Page Att. 2-30)

(Y Scan start was 1 inch below the centerline of the fifth horizontal weld; Scan width was 11.1 inches.
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Table 10-21. Primary Tank Horizontal Weld - Plate #5 to Knuckle Scan, Plate #5 Side
(via Riser 026)
Elevation of Horizontal
Scan L.D. Horizontal Location of Design Measured Measured
Number Weld Scan Weld Scan, Nominal Average Minimum
(Data Sheets) (inches) Plate #5 Side (inches) (inches) (inches)
(inches)
0-12W 0.875 0.900 0.867
Scan From~1 in. 12-24 0.875 0.900 0.868
. To 5.25 in.
“Horiz. Weld / 24 -36 0.875 0.900 0.873
Kauckle” Above
nuckie —_
Plate #5 / 3648 0.875 0.900 0.874
(Page Att. 2-40) | & @ 1ie Weld 48 — 60 0.875 0.900 0.871
60— 64.8 0.875 0.900 0.871
0-12? 0.875 0.900 0.868
12-24 0.875 0.900 0.869
Scan From ~1 in. 24 -36 0.875 0.895 0.859
“Horiz. Weld / To 5.2 in. 3648 0.875 0.890 0.863
Knuckle A” Above 48 - 60 0.875 0.890 0.862
(Page Att. 2-41) Plate #5 / 60 —72 0.875 0.890 0.862
Knuckle Weld 72— 84 0.875 0.890 0.861
84 - 96 0.875 0.890 0.861
96 - 96.6 0.875 0.890 0.876
0-129® 0.875 0.890 0.861
12 -24 0.875 0.885 0.852
Scan From~Tin. 24-36 0.875 0.910 0.878
. To 4.75 in.
“Horiz. Weld / 36 - 48 0.875 0.910 0.884
. Above
Knuckle B 48 — 60 0.875 0.910 0.887
Plate #5 /
(Page Att. 2-42) Knuckle Weld 60 — 72 0.875 0.910 0.876
72 - 84 0.875 0.910 0.881
84 ~92.63 0.875 0.910 0.877

() Start of scan west of weld attachment, west of east air line; scan width was 10.5 inches.

@ Start of scan @ end of scan Horz. Weld / Knuckle; Scan width was 10.4 inches.

® Start of scan @ west side of weld attachment, west of 24” riser; Scan width was 9.5 inches.
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Table 10-22. Primary Tank Horizontal Weld - Plate #5 to Knuckle Scan, Knuckle Side
(via Riser 026)
Elevation of Horizontal
Scan 1.D. Horizontal Location of Design Measured Measured
Number Weld Scan Weld Scan, Nominal Average Minimum
(Data Sheets) (inches) Knuckle Side (inches) (inches) (inches)
(inches)
From ~1 in. 0-120 0.875 0.925 0.898
S
can To 5.25 in. 12-24 0.875 0.925 0.901
“Horiz. Weld / Bel 436 0.875 0.92 0
Knuckle” o :o:;/ 24 — . 925 903
ate —
(Page Att. 2.43) 3648 0.875 0.925 0.889
Knuckle Weld 48 — 60 0.875 0.925 0.920
0-12@ 0.875 0.930 0.906
12-24 0.875 0.930 0.902
From ~1 in. 2436 0.875 0.930 0.895
S
can To 5.2 in. 36— 48 0.875 0.930 0.893
“Horiz. Weld/ Bel 48 — 60 0.875 0.930 9
Knuckle A” - : o;; ) _ . . 0.890
ate —
(Page Att. 2-44) 60— 72 0.875 0.925 0.882
Knuckle Weld 72 - 84 0.875 0.930 0.895
84 - 96 0.875 0.925 0.880
96— 96.6 0.875 0.925 0.896
0-12® 0.875 0.925 0.892
12-24 0.875 0.955 0.922
Scan From ~T in. 24 -36 0.875 0.950 0.913
] To 4.75 in.
“Horiz. Weld / 36— 48 0.875 0.950 0.916
Knuckle B” Below
uckKle —
Plate #5 / 48 — 60 0.875 0.950 0910
(Page At 2-45) | & @ deweld| 6072 0.875 0.940 0.907
72 -84 0.875 0.945 0.917
84— 92.63 0.875 0.925 0.913

) Start of scan west of weld attachment, west of east air line; scan width was 10.5 inches.

@ Start of scan @ end of scan Horz. Weld / Knuckle; Scan width was 10.4 inches.

) Start of scan @ west side of weld attachment, west of 24” riser; Scan width was 9.5 inches.
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Table 10-23. Primary Tank Lower Knuckle Scan Using The P-scan System (via Riser 026)

Scan L.D. Vertical Horizontal Design Measured Measured
Location of Location of . . .
Number . Nominal Average Minimum
Horizontal Knuckle Scan . . .
(Data Sheets) Knuckle Scan (inches) (inches) (inches) (inches)
0-12" 0.875 0.950 0.917
12-24 0.875 0.945 0.902
24 -36 0.875 0.945 0.909
. 3648 0.875 0.955 0.919
Scan From 2 in. to
“Y_Arm/ 9.8 in. below 48 - 60 0.875 0.955 0.912
Knuckle” Plate #5 / 60— 72 0.875 0.955 0.920
(Page Att. 2-52) | Knuckle Weld
72 -84 0.875 0.950 0.910
84 — 96 0.875 0.940 0.903
96 — 108 0.875 0.940 0.906
108 — 120 0.875 0.940 0.900
(2)
Scan From 2 in. to 0-12 0.875 0.940 0.910
“Y.Arm/ 9.8 in. below 12-24 0.875 0.940 0.893
Knuckle A” Plate #5 / 24 -36 0.875 0.935 0.902
. 2-
(Page Att. 2-53) | Knuckle Weld [~ 770 0.875 0.935 0.885
Scan “Y-Arm/ | From2in. to 0-12% 0.875 0.920 0.878
Knuckle B” 10;‘1 in. :;1/0“’
ate 12 - 22.89 0.875 0.920 0.883
(Page Att. 2-54) | ickle Weld
0-12@ 0.875 0.960 0.929
Scan From 2 in. to 12-24 0.875 0.955 0.920
« 10.3 in.
Y-Arm/ OPl o :;lfw 24 -36 0.875 0.965 0.923
Knuckle C” K ak? Weld 092
UcCKie € - . .
(Page Att. 2.55) 36-48 0.875 0.965 0
48 — 60.06 0.875 0.960 0.914

D Start of scan @ east air line; Scan width was 9.8 inches.
@ Start of scan @ end of scan knuckle; Scan width was 9.8 inches.
) Start of scan @ end of weld attachment, west of 24 inch riser; Scan width was 10.4 inches.

) Start of scan @ vert. weld, west of weld attachment, west of 24 inch riser; Scan width was 10.3 inches
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Table 10-24. Primary Tank Lower Knuckle Scan Using the P-scan System in Air Slots
(via Riser 026)
Scan L.D. LVertt.lcal ¢ Y\"fertncz;l { Design Measured Measured
Number ocation o T rave’ o Nominal Average Minimum
Data Sh Knuckle Scan Knuckle Scan (inches) (inches) (inches)
(Data Sheets) in Slot in Slot (inches)
) Scan ., | Exactstarting 1
“Y-Arm/ Slot 2 positions not 6.65 " 0.875 0.960 0.947
(Page Att. 2-58) | determined, but
Scan approximately
“Y.Arm/Slot 7° | 10 t0 12 inches 6.65 0.875 0.975 0.955
(Page Att. 2-59) below the
geat- Plate #5 /
Scan Knuckle Weld;
“Y-Arm/Slot 8" | geon overlap 6.65 © 0.875 0.975 0.960
(Page Att. 2-60) | areas examined
Scan in continuous
“Y-Arm/Slot9” | _scans (see 6.65 0.875 0.970 0.954
(Page At 2.61) | T2ble10-23)

M Horizontal x-travel of scan in slot was 0.725 inches.
@ Horizontal x-travel of scan in slot was 1.04 inches.
® Horizontal x-travel of scan in slot was 1.04 inches.
® Horizontal x-travel of scan in slot was 1.036 inches.
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Table 11-1. Average Tank Wall Thickness Values

Scan 1 Scan 2 Average Nominal Aw.arage
Scan Scan A A Thick Thi minus
Description Location (i:i;ti; (i:;z;ntge l.uc hne;ss .1cll(lness Nominal
s) (inches (inches) (inches)
Plate #1 0.5288 0.5288 0.5288 0.500 +0.029
Vertical Plate #2 0.5250 0.5250 0.5250 0.500 +0.025
Wall(l) Plate #3 0.5244 0.5231 0.5238 0.500 +0.024
Scans Plate #4 0.7700 0.7706 0.7703 0.750 +0.020
Plate #5 0.8900 0.8875 0.8888 0.875 +0.014
Liquid /Air | pe 0.5336 n/a® 0.5336 0.500 +0.034
Interface
Primary
Lower Knuckle 0.9462 n/a 0..9462 0.875 +0.071
Knuckle
Plate #2 0.5200 wa 0.5200 0.500 +0.020
Vertical Plate #3 0.5200 wa 0.5200 0.500 +0.020
Welds Plate #4 0.7556 n/a 0.7556 0.750 +0.006
Plate #5 0.900 n/a 0.900 0.875 +0.025
Primary Plate #5 0.8987 n/a 0.8987 0.875 +0.024
Lower Side
Knuckle
Weld K‘é‘;&i‘le 0.9327 n/a 0.9327 0.875 +0.058

) Scan 1 and Scan 2 were on the same plate, unless otherwise noted.
Y n/a -~ not applicable (only one scan performed)

2

Primary Tank Wall Historical Liquid-Air Interface: A horizontal strip (~21 feet long by
17 inches wide) encompassing the Plate #1 historical liquid-air interface (384 inch level) was

examined. The average wall thickness detected during the liquid-air scan was 106.7% of
nominal, in good agreement with the 105.8% reported above for the plate #1 vertical wall scan.
11l average minimum plate thickness value detected was 101 %o of nc "ial.  “the 12 inch
long horizontal interface scans yielding minimum thicknesses fa'*" 1g below the nominal (0.500
inches), the greatest deviation was 0.4% below nominal. No reportable thinning, pitting or crack-
like indications were found.

Primary Tank Vertical Welds: One vertical weld in each of the four plates #2 through #5 was
examined. The average thicknesses of the plate walls adjacent to the welds ranged from 100.8%
of the nominal plate thickness (plate #4 HAZ), to 104.0% of nominal (plate #2 HAZ). The
overall average thickness of the four vertical weld HAZs was 102.9% of the nominal plate
thickness values. The average minimum thickness of the plate walls adjacent to the welds ranged
from 96.4% of nominal (Plate #3 HAZ) to 98.6% of nominal (Plate #5 HAZ). The overall
average minimum thickness of the four vertical weld HAZs was 97.1% of nominal. Of the 12
inch long vertical weld scans yielding minimum thicknesses falling below the nominal, the
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greatest deviation was 7.4% below nominal (Plate #3 HAZ). No crack-like indications were
found. There were also no reportable wall thinning or pitting indications found.

Primary Tank Knuckle-to-Shell Weld: A 20.89 foot long region of the horizontal knuckle-to-
shell weld was examined. No crack-like indications were found. There were also no reportable
wall thinning or pitting indications found. The average thickness of the horizontal knuckle-to-
plate#5 weld HAZ ranged from 102.7% of nominal (plate-side scan), to 106.6% of nominal
(Knuckle-side scan). The overall average thickness of the horizontal weld HAZ was 104.7% of
nominal. The average minimum thickness of the horizontal weld HAZ ranged from 97.3% of
nominal for the plate-side scan, to 102.9% of nominal for the knuckle-side scan. The overall
average minimum thickness of the horizontal weld HAZ was 101.3% of nominal. Of the 12 inch
long horizontal weld scans yielding minimum thicknesses falling below the nominal, the greatest
deviation was 2.6% below nominal (plate-side scan).

Lower Primary Knuckle Wall: A horizontal strip (20.8 feet long by approximately 10 inches
wide) along the lower primary knuckle was examined using the P-scan system. The average
thickness was found to be 108.1% of nominal. The average of the minimum thicknesses detected
was 103.7% of nominal.

Four vertical strips, aligned with four different air slots, along the lower knuckle were examined
using the P-scan system. Each strip was approximately 7 inches long by ~0.9 inches wide. The
average thickness found during the vertical scans was 110.9% of nominal. The average of the
minimum thicknesses detected was 109% of nominal.

All of the knuckle areas that were examined had minimum thicknesses that exceeded the nominal
thickness of 0.875 inches. There were no reportable thinning, pitting, or crack-like indications
found during the lower knuckle examination.
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11.2 DST ULTRASONIC INSPECTION DATA RESULTS COMPARISON

The following Tables 11-2 and 11-3 provide a summary of primary tank vertical wall inspection

results and a comparison of primary tank wall thinning.

Table 11-2 reports the inspection results chronologically according to fiscal year (October 1

through September 30).

Table 11-2. Double-Shell Tanks Chronological Inspection Results Findings

Inspection Reportable Reportable Weld
Tank Year Plate Crack Rep o;ti:tli):]e Plate Rep ;;Ezl::;anPlate Thinning, Pitting
(FY) Indication g g or Cracking
AW-103 1997 None None None None
AN-107 1998 None None None None
AN-106 1999 None None None None
AN-105 1999 None None Two very minute areas of None
a plate (20% maximum
reduction in thickness) ®
AZ-101 1999 None None One area of a plate None
 (11.4% maximum
reduction in thickness)
AY-102 1999 None None None None
AP-107 2000 None None None None
AP-108 2000 None None Two minute areas of a None ®
plate (13.8% maximum
reduction in thickness).
AW-101 2001 None None A pit like indication in a None
very minute area of a
plate (16% maximum
reduction in thickness).
None No None Nos
AY-101 2001 None Pit-like indication | Some pit-like indications Three areas of 10%
at historical identified as thinning wall thinning in
liquid-air interface vertical welds
AN-102 2001 None None One minute area of a plate None
(11% maximum reduction
in thickness)
AN-101 2002 None None One small area of a plate | Four local areas near
(12 % maximum vertical welds (14%
reduction in thickness) maximum reduction
in thickness)

(Cont. on next page)
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Table 11-2. (Cont.) Double-Shell Tanks Chronological Inspection Results Findings

Inspection | Reportable Reportable Plate Reportable Plate Re].)or.t able ‘VV.eld
Tank Year Plate Crack Pittin Thinnin Thinning, Pitting
(FY) Indication g g or Cracking
AW-106 2002 None None One small area 10.4% maximum
reduction in
thickness
AY-101 2002 Not None 72 areas of >10% wall Not Investigated
Investigated thinning, most in the
historical liquid-air
interface in Plate #2
(20.2% maximum
reduction in thickness)
AW-104 2002 None None None None
AW-102 2002 & None None None None
2003 ©
AN-105 2002 None None None Not Investigated
AP-101 2003 None None None None
AP-105 2003 None None None None
AP-103 2003 None None None None @
AZ-102 2003 None None Six small areas in the Three small areas of
vicinity of the liquid-air wall thinning near
interface in Plate #2 the Plate #1 vertical
(13.2% t0 17.8% weld (10.9% to
maximum reduction in 16.8% maximum
thickness) reduction in
thickness)
SY-103 2004 None None Six small areas in the None
Plate #1 Vapor Space
(10.4% to 12.8%
maximum reduction
in thickness)
SY-101 2004 None None Numerous areas in the Numerous areas in
vicinity of the historical Plate #1 and two
liquid-air interface on areas in Plate #2
Plate #1 (10.4% to 18.4% (10.6% to 17.3%
maximum reduction maximum reduction
in thickness) in thickness)
SY-102 2004 None None Numerous areas in One small area in
Plate #1 (10.1% to 12.5% Plate #1 (10.7%
maximum reduction maximum reduction
in thickness) in thickness)

11-6
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Table 11-2. (Cont.) Double-Shell Tanks Chronological Inspection Results Findings

Inspection | Reportable Reportable Weld
Tank Year Plate Crack Rep oll;ti::i):le Plate Rep ;;Ez:ll:::nPlate Thinning, Pitting
(FY) Indication g g or Cracking
AP-104 2004 None None None None
AP-106 2005 None None None None
AP-104 2005 Not None None Not Investigated
Investigated
AP-102 2005 None None Two areas of plate #2 Five areas of
(14% maximum reduction | thinning in the HAZ
in Thickness). of plate #4 (13%
maximum reduction
in thickness).
AN-103 2005 None None None None
AN-104 2005 None None None None

@ Based on a review of the tank 241-AN-105 data gathering technique in FY 1999, prompted by the FY 2002 results, the
FY 1999 wall thinning data is considered questionable.

® Although below reporting criteria at the time, one linear crack-like indication 6 inch long by 0.142 inch deep in a nominal
0.750 inch thick plate was observed. Subsequent examination of tank 241-AP-108 in FY 2002 revealed no change in size.

© Primary knuckle examination using T-SAFT conducted in FY 2003.

@ One linear crack-like indication 2.92 inches long in the weld heat-affected zone of a nominal 0.875 inch thick plate was
detected. A follow-up inspection determined that the indication is a small area of incomplete fusion that is not open to either
surface of the tank.

) Primary tank upper knuckle examination only.

The inspection results in Table 11-2 show that the overall condition of the inspected tanks is
satisfactory. Wall thickness data gathered from ultrasonic examination of twenty-seven DSTs
were compared to evaluate the degree of wall thinning that may have occurred among the tanks
examined. These wall thickness data do not allow a direct calculation of wall thinning, since no
measurements were made of original plate thicknesses at the time of construction. However,
wall thickness data from ultrasonic testing may be compared to the specified nominal plate

thickness.

Table 11-3 provides a summary of wall thinning, defined as nominal plate thickness minus
average minimum plate thickness’, by nominal plate size, and by DST examined. The data used
the minimum wall thickness in each scanning area *~ merally 12 inches by 15 inches) from the
vertical wall scans and then calculated the average tor each plate using the minimum thickness
values. The negative values in the table indicate where the average of all minimum vall . of
plate thickness exceeds nominal plate thickness. The Table also provides the calculated average
wall thinning and associated standard deviation by DST examined for all nominal plate
thicknesses, and by nominal plate thickness for all DSTs examined.

Tank 241-AN-104 did not exhibit any significant thinning.

* Average minimum plate thickness is defined as the average of all the minimum measured thicknesses for each
scanning area (generally 12 inches by 15 inches) for a given plate size and DST.
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Primary Tank Lower Knuckle

There were no areas of reportable wall thinning, pitting, or crack-like indications detected
during the primary tank lower knuckle scans.

The knuckle examination included a horizontal strip of the knuckle wall, and four vertical
strips of the wall aligned with four different air slots. The average wall thickness detected
was 108.1% of nominal for the horizontal scan, and 110.9% of nominal for the vertical
scans. The average minimum wall thickness detected was 103.7% of nominal for the
horizontal scan, and 109% of nominal for the vertical scans.

All of the areas of the knuckle that were examined had minimum thicknesses that
exceeded the nominal thickness of 0.875 inches.

Conclusions

Based on the results of this examination (no reportable indications), the material
condition of DST 241-AN-104 is satisfactory for continued operation.

Recommendations

According to a recent Tank Integrity Assessment Project DST Lifecycle Schedule, tank
241-AN-104 is scheduled for its second, standard UT examination in about ten years.
Based on the results of this UT examination, it is recommended that this schedule be
maintained — there is no reason to perform any near-term follow-up inspections on this
tank. Following the second UT examination, inspection parameters such as wall thinning
rates can be calculated and used to better quantify and evaluate any continual wall
thinning or degradation.

A visual examination of tank 241-AN-104 is scheduled in FY 2010 that will include
visually examining the internal primary tank wall.

FY 2006 Activities

The Hanford Federal Facility Agreement and Consent Order Milestone M-48-15 requires
the re-examination (by September 30, 2007) of six DSTs that have been previously
examined. Accordingly, DSTs AN-107, AW-103, and AY-102 are scheduled for UT re-
examination in FY 2006.

12-2
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AUTOMATED ULTRASONIC EXAMINATION FOR CORROSION AND CRACKING

7.0

CALIBRATION
7.1 Verification of Instrument Linearity

Instrument alignment verification for screen height and amplitude control should be
performed within three (3) months prior to use of the instrument or at the beginning and
end of each outage period, whichever is less. Instrument linearity verification is
independent of transducer or scanner characteristics. Verification with one
transducer/scanner combination is valid for any other combination. The due date for
alignment verification shall be recorded on the calibration sheet.

7.2 System Parameters

The system parameters used for calibration and examination should be established as
outlined in Reference 4.5 as required. The system should be operated in the T-SCAN
program for thickness mapping and zero degree inspection and in the P-SCAN program
for crack detection, weld inspection and/or additional evaluation.

7.3 General Requirements

7.3.1 Calibration shall include the complete ultrasonic examination system.
Any change in transducers, wedges, couplants, cables, instruments,
recording devices, scanners, power source, personnel, or any other parts of
the examination system shall be cause for system calibration check.

7.3.2 If a secondary ultrasonic system is to be used, it must be calibrated before
the inspection is started and not removed from the examination system
during the inspection or recalibration will be required.

7.3.3 System calibration checks and final calibration for instrument sensitivity
and sweep range shall be performed on the same block used for initial
calibration using at least one reflector. These checks shall be performed:

a) At the start and finish of each series of examinations.
b) At intervals not to exceed 16 hours.

c) When there is a change as described in 7.3.1.

d) If the examiner suspects a malfunction.

7.3.4 If the horizontal sweep, thickness, or "Z" positions have changed more
than 5 % of the nominal thickness, void all examinations performed after
the last valid calibration verification, and reexamine the voided areas.

7.3.5 Calibration checks may be performed on either a reference block or the
basic calibration block, but must include a check of the entire examination

Att 1-7













A

RPP-RPT-26254, Rev. 0

COGEMA-SVUT-INS-007.3, Rev. 2

COGEMA ENGINEERING UNCONTROLLED COPY

AUTOMATED ULTRASONIC EXAMINATION FOR CORROSION AND CRACKING

tolerance allowed in the spec, then recalibrate and rescan all areas where

readings were encountered outside the originally calibrated range.

8.5 Limitations and Precautions

8.5.1

85.2

Care must be taken to ensure the transducer face is flush with the
examination surface during scanning.

When it is necessary to determine the origin of mid-wall indications, a
4MHz shear wave transducer(s) may be used in the P-Scan program to
detect pit openings or perpendicular connections between laminar
indications.

8.6  Recording

Upon completion of each scan area, the data file(s) shall be recorded on a disk. All
measurements within the predetermined gated area are stored, along with the text
information with each file.

8.7  General Sizing Guidelines

8.7.1

8.7.2

8.7.3

874

It is recognized that, of the methods of sizing described in this procedure,
no one technique is completely accurate in sizing all flaws in all
thicknesses. By using complementary methods, however, a realistic
approximation of the flaw depth can be obtained.

The method of sizing pits is primarily utilizing a 0° dual element
transducer. The 45° shear wave transducers may be used to confirm
qualitatively the depth of the pit.

When sizing crack-like indications, tI entire flawed area shall be scanned
with theim: =~ mode. The entire flaw length shall be evaluated. It
recommended that A-Scans be recorded at the deepest location of the flaw.
The primary technique for sizing crack-like indications is the high
frequency, 45° shear wave transducer utilizing the Absolute Arrival Time
Technique (AATT). The dual element, straight beam may be used as a
complimentary technique.

Additional sizing technique sequences may be utilized if the primary
techniques identified prove to be indeterminable.
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9.6  Scanning Limitations

Record all limitations due to weld configurations, obstructions, single side access
restrictions, etc., in the remarks section on the applicable Ultrasonic Data Report. Details
as to specific length or area in relation to L (X) and/or W (Y) reference points should be
recorded.

9.7 Flaw Evaluation

Reportable indications shall be evaluated by Level III personnel prior to final report
submittal.

9.8  Reporting Levels

All indications which meet or exceed the following conditions shall be reported to the
project cognizant engineer.

a) Pit :pth exceeds 25% of the wall thickness.
b) Wall thinning exceeds 10% of the wall thickness.

¢) Surface crack depths exceeding 0.100 inches.
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10.0

REPORTS
10.1  Thickness Data Reports

An Automated Ultrasonic Thickness Data Report (Attachment 6) shall be prepared for
each examination or series of examinations performed. This report shall include identity
of equipment, the thickness measurements obtained, and should be referenced to the
calibration sheet.

10.2  Calibration Reports

An Automated Ultrasonic Thickness Calibration Sheet (Attachment 1), and an
Automated Ultrasonic P-Scan Calibration Sheet (Attachment 3) shall be prepared for
each examination or series of examinations performed. These reports shall include the
materials and equipment used for examination.

10.3  Sketch Sheets

Automated Ultrasonic Examination Sketch Sheet(s) (Attachments 7 and/or 8) should be
prepared for each examination or series of examinations performed. These reports should
include a sketch of the component or item examined, identifying scan locations, including
dimensions, reference points, and grid locations, where applicable.

10.4  Sizing Data Reports

An Automated Ultrasonic P-Scan Data Report (Attachment 5) shall be completed only
when cracking is detected. Each report shall be related to the applicable Automated
Ultrasonic Examination Calibration Sheet(s).

10.5 Final Reports

Final reports are to be distributed and maintained in accordance with the applicable
contract.
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11.0 ATTACHMENTS

Attachment 1:
Attachment 2;

Attachment 3:
Attachment 4:

Attachment 5;
Attachment 6:
Attachment 7:

Attachment §:

Sample Automated Ultrasonic Thickness Calibration Sheet

Figure 1: Absolute Arrival Time Technique (AATT)
Figure 2: Relative Arrival Time Technique (RATT)

Sample Automated Ultrasonic P-scan Calibration Sheet

Examination Volume, Minimum Beam Directions and Extent of
Examination

Sample Automated Ultrasonic P-scan Data Report
Sample Automated Ultrasonic Thickness Data Report

Automated Ultrasonic Examination Sketch Sheet — Tank Walls and
Knuckles

Automated Ultrasonic Examination Sketch Sheet — Tank Bottom
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Attachment 1: Sample Automated Ultrasonic Thickness Calibration Sheet

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
CALIBRATION SHEET
Location: System: Calibration
Block:
Procedure: Rev. Thickness: Material:
UT System: Serial No. Reference
Block:
Software Version: Rev. Thickness: Material:
Linearity Due Date: Reference Block Temp: OF
Scanner Type: Serial No. Couplant: Batch No.
Scanner Cable: Cable Length:
Feet
Signal Cable: Cable Length:
Feet
Transducer Freq. . . Angle Wedge
Channel Make Model (MHz2) Size Serial No. (deg) Type
1
2
3
4
INITIAL CALIBRATION CALIBRATION CHECKS
DATE:
TIME:
REFLECTOR:
THK. 1
CH.1
THK. 2
THK. 1
CH. 2
THK. 2
THK 1
CH. 3
AN, £ ! 1 1 l
THK 1 |
CH. 4
THK. 2
EXAMINER:
Remarks:
Examiner; Examiner: Reviewer:
Level: Date: Level: Date: _ = Level: Date:

Att 1-17
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Attachment 3: Sample Automated Ultrasonic P-scan Calibration Sheet

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
CALIBRATION SHEET
Location: System: Calibration
Block:
Procedure: Rev. Thickness: Material:
UT System: Serial No. Reference
Block:
Software Version: Rev. Thickness: Material:
Linearity Due Date: Reference Block Temp: OF
Scanner Type: Serial No. Couplant: Batch No.
Scanner Cable: Cable Length:
Feet
Signal Cable: Cable Length:
Feet
Transducer Freq. . . Angle (deg) Wedge
Channel Make Model (MHz) Size Serial No. Nom. / Act. Type
1
2
3
4
INITIAL CALIBRATION CALIBRATION CHECKS
DATE:
TIME:
REFLECTOR /
ORIENTATION:
AMPLITUDE
CH. 1
LOCATION
AMPLITUDE
CH.2
LOCATION
AMPI ITUDE
CH. 3 —
LOCATION
AMPLITUDE
CH. 4
LOCATION
EXAMINER:
Remarks:
Examiner: - cxaminer: Reviewer:
Level: Date: Level: Date: Level: Date:
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Attachment 5: Sample Automated Ultrasonic P-scan Data Report
AUTOMATED ULTRASONIC P-SCAN Job # Riser #
DATA REPORT
Location: System: Exam Start: Exam End:
Component I1D: Examination Surface: Nominal
Job OID [JPAINTED | Thickness:
Configuration: T0 Calibrated Temp: o
. Range: TO F
Total Length Examined: Scan Width: Ref. Level Correction (Trans. Corr): DB
Procedure: Rev. Material Type: Condition:
[0ss [JcCs OTHER:
File Name Transducer:
/ ltem #: OouaL [JsGL [JODEG [ ANGLE:

Xo Ref. Point {Lo):

Yo Ref. Point (Wo):

Sizing Method Angle {deg) Reference Cal. Sheet Set-Up / File Name
1 45° SHEAR
2 60° SHEAR
3 AATT
4 DUALOQ°
INDICATION INFORMATION
Weld Depth Max. L1 Length L2 w1 Width w2 o
Ind.|  Method | gige | R Lig. | Amp. | (in) (in) (in) (in) (in) (iny | Indication Type
1
Remarks.
Examiner: Examiner: Analyst: Reviewer:
Level: Date: Level: Level:

Rev. Dec. 03, 2003
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Attachment 6: Sample Automated Ultrasonic Thickness Data Report

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT
Location: Exam Start: Exam End:
Component ID: Examination Surface: Nominal
{000 [OJiD CJPAINTED | Thickness:
Configuration: TO Calibrated Temp: o)
Range: T0 F
Total Length Examined: Scan Width: Ref. Level Correction (Trans. Corr.): DB
Procedure: Rev Material Type: Condition:
[Oss [JCS OTHER:
File Name: Transducer:
[ODuAL  [SGL [K0DEG [J ANGLE:
Xo Ref. Point (Lo):
Yo Ref. Point (Wo):
—_— X Start X Stop Y Start Y Stop Ave. Thk. Min. Thk., Area Max. Thk.
Part #/ Indication (in) (in) (in) (in) (in) R. Lig. (in) |Reportable| (in)

Remarks:
Examiner: Examiner: Analyst: Reviewer:
Level: Date: Level: Level:

Rev. Dec. 03, 2003
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Attachment 8: Automated Ultrasonic Examination Sketch Sheet — Tank Bottom

Tank 241-

Typical Air Channels Under Tank Bottom

Note: Flow Path Geometry and Number of
Channels Differ from Tank to Tank

(N, S, E, or W)
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AUTOMATED ULTRASONIC THICKNESS Job# Riser #
DATA REPORT 04-41 26
Location: Exam Start: Exam End:
200 EAST TANK FARM 06/23/05 0855 2020
Component ID: Examination Surface: Nominal N
104-AN oD [1I0 [1PAINTED | Thickness:  .500
fi . ’ T0 i :
Configuration PLATE '°- e 0310100 | ™ AMBOF
tal L d: idth: L i . )
Total Length Examine 92.9" Scan Width 15" Ref. Level Correction (Trans. Corr.) 0 DB
Procedure: Rev Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [18S BJCs OTHER: N/A
File Name: Transducer:
VERT.WALL/PLATE1 BRbuAL  [Jse.  RODEG  [] ANGLE:
Xo Ref. Point (Lo): .
1" above bottom horiz. weld, scanned up
Yo Ref. Point :
o Ref. Point (Wo) Center line of 24" riser
—_— X Start X Stop Y Start Y Stop Ave. Thk. Min. Thk., Area Max. Thk.
Part #/ indication (in) (in) (in) (in) (in) . R. Lig. {(in) |Reporiable (in)
0-12 525" 504" 535"
12-24 530" 498" 535"
24-36 530" 493" 535"
3648 530" 508" 535"
48-60 530" 509" 535"
60-72 530" 502" 535"
72-84 .530" 499" 535"
84-92.2 525" .508" 535"
Remarks:

{N1] See Attached Letter From J. B. Elder

Examiner: \@ Purdy Examiner: Analyst: W. H. Nelson Reviewer: J. B. Elder
WD Fuadu LA o poe il
Level: . Date: OGIZBIOS Date: Level: 1l Date: _08/09/05 Level: llI Date: o

P-Scan Limited

COGEMA-SVUT-INS-007.3, Rev. 2, Altachment &
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AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
Location: ) . Exam Start: Exam End:
200 EAST TANK FARM 07/13/05 0813 1430
Component ID; ) Examination Surface: Nominal R
104-AN ROD 1D [IPAINTED | Thickness: 500
Configuration: TO Calibrated Temp:
ennguration PLATE Range: 0370 1.0° TP AMB °F
Total Length Examined: 89.9" Scan Width: 7" Ref. Level Correction (Trans. Corr.): 0 DB
Procedure: Rev Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [0ss BIcCS OTHER: N/A
File Name: Transducer:
VERT.WALL/PLATE2 DUAL  [JSGL  IQI0DEG  [JANGLE:
Ref. Point (Lo):
Xo Ref. Paint (Lo) 1" below horiz. weld
Yo Ref. Point (Wo): N .
center line of 24" riser
X Start X Stop Y Start Y Stop Ave. Thk. Min. Thk., Area Max. Thk.
Part #/ indication (in) (in) (in) (in) (in) R. Lig. (in) |} Reportable (in)
0-12 525" .499" 535"
12-24 5257 499" 535"
24-36 ) 525" 504" 5357
36-48 JFosn 503" 535"
48-80 525" 499" 535"
60-72 525" 503" 535"
72-84 525" 499" 535"
84-89.9 525" 499" 535"
Remarks:
[N1] Se~ ~#~~hed Leti er _
Examiner: wv. n. veison —nGHImIS Aniceyot: Wil iveisun PN A - I = -
(427 N —
Lgvel:_lll_ Date: _07/13/05 Date: Level: iil Date: _08/08/05 _ | Level: |Il Date:
COGEMA-SVUT-INS-007.3, Rev. 2, Altachment 6 Reav. Dec. 03, 2003

Att. 2-4



RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
L.ocation: Exam Start Exam End:
200 EAST TANK FARM 07/18/05 0903 2046
Component |D: Examination Surface: Nominal
104-AN [KOD [110 [JPANTED | Thickness: _ .500"
ion: T0 ted .
Configuration PLATE oo 03"101.0" | °™ AMBOF
Totaf Length Examined: 89.7" Scan Width: 17" Ref. Level Correction (Trans. Corr.): 0 DB
Procedure Rev Material Type: Condition;
COGEMA SVUT-INS-007.3 2 [dss BICS OTHER: N/A
File Name: Transducer:
VERT.WALL/PLATE3 DUAL [)SGL [DA0DEG  [] ANGLE:
Ref. 2
o Re. Point (Lo) 1" below horiz. weld
Yo Ref. Point :
o Ref. Point (Wo) center fine of 24" riser
" X Start X Stop Y Start Y Stop Ave, Thk. Min. Thk., Area Max. Thk.
Part #/ Indication (in) (in) (in) (in) (in) R. Lig. (in) | Reportable (in)
0-12 515" 489" .530"
12-24 520" 493" 535"
24-36 525" .498° 5357
36-48 525" 503" 535"
48-60 525" .503" 535"
60-72 _ 530" 509" 535"
72-84 | _ .530" 497" 535"
84-89.7 525" 502" 535"
Remarks:
Peak Dz

[N1] See Attached Letter From J. B. Elder

Examiner: W. H. Nelson Examiner: Analyst W, H. Nelson Reviewer: J. B. Eider
LI e L4173, N1
Level: iif Date: _07/18/05 Date: Level: lil Date: _08/08/05 Level: iil Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Altachment &

Att. 2-5

Reav. Dec. 03, 2003




RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
Location: Exam Start: Exam End:
200 EAST TANK FARM 07/18/05 0903 2046
Component I1D: Examination Surface: Nominal "
104-AN OD [0 [JPANTED | Thickness:  .750
tion: TO Calibrat :
Configuration PLATE pareted  03"101.0" | ™ AMBOF
Total Length Examined: 105.9" Scan Width: 47" Ref. Level Correction (Trans. Corr.): 0 DB
Procedure: Rev Material Type: - Condition:
COGEMA SVUT-INS-007.3 2 [dss XCS OTHER: N/A
File Narne: Transducer:
VERT WALL/PLATE4 DUAL [OsGL [ 0DEG [ ANGLE:
Xo Ref. | unw (Lo): i :
1" below horiz. weld
Yo Ref. Point :
° it (Wo) center line of 24" riser
- X Start X Stop Y Start Y Stop Ave. Thk. Min. Thk., Area Max. Thk.

Part #/Indication | ™ ) (in) in) (in) (in) R. Lig. (in) |Reportable|  (in)

0-12 qrmo” 744" 780"

12-24 770" 744" .780"

24-36 770" 744" .780"

3648 770" 750" .780"

48-60 770" 753" .780"

60-72 770" 754" .780"

72-84 770" 750" 780"

84-96 70" 747 .780"

96-105.9 J70¢ JATT .780"
Remarks:
Peak Data

[N1] See Attarhed Letter From J. B. Elder

Examiner: W... .veis00 Examiner;

tevel: Ili Date: _07/18/05 Date:

Analyst: W. H. Nelson

(A et

Reviewer: J. o. zger

N1}

Level: 1Il Date: _0B/0B/05

Level: |l Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Attachment &

Att. 2-6

Rev. Dac. 03, 2003




RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
Location: Exam Start: Exam End:
200 EAST TANK FARM 06/27/05 1420 2047
Component {D: Examination Surface: Nominal "
104-AN 0D [0 [JPAINTED | Thickness:  .875
jon: T i Temp:
Configuration PLATE '° , paeed 0310107 | ™ AMBOF
: idth: : i . )
Total Length Examined 20.89" Scan Width 15" Ref. Level Correction (Trans. Corr.) 0 DB
Procedure: Rev Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [Jss XCS OTHER: N/A
File Name: Transducer:
. VERT.WALL/PLATE 5 DUAL [sGL  DPJAODEG [T ANGLE:
Xo Ref. Point (Lo): X
1" above bottom horiz. weld, scanned up
Yo Ref. Point :
ore . cint (Wo) Center line of 24" riser
X Start X Stop Y Start Y Stop Ave, Thk. Min. Thk., Area Max. Thk.
Part #/ Indication (in) (in) @in) (in) R. Lig. (in) |Reportable (in)
. 012 .890" .864" .905"
12-20.89 .890" 859" .905"
Remarks:

[N1] See Attached Letter From J. B. Elder

Examiner:

=

Level: Il Date: 06/27/i

P-Scan Limited

. D. Purdy

Examiner:

Analyst: W. H. Nelson

Reviewer: J. B. Elder

[N}

2=

Level: Il Date: _08/09/05

Level: 1l Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Allachment 6

Att. 2-7

Rev. Dec. 03, 2003




RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
DATA REPORT 04-41 26
Location: System: Exam Start: . Exam End;
200 EAST TANK FARM PSP-4 06/23/05 0905 2025
Component ID: Examination Surface: Nominal
104-AN Kob [Ji0 [JPAINTED | Thickness: 0.5000"
Configuration: Calibrated Temp:
e PLATE PLATE Rangs:  O"To1.414" | " AMBOF
Total Length Examined: Scan Width: Ref. Level Comrection (Trans. Corr):
92.1" 15" 0 DB
Procedure: Rev. Material Type: Condition:
COGEMA SVUT-INS-007.3 2 dss KCS OTHER: N/A
File Name Transducer:
/ tem # VERT.WALL/PLATE 1 [JDuAL [(RISGL [JODEG [QIANGLE: 45°
Ref. Point {Lo):
%o Ref. Paint (Lo} Started @ bottom horiz.,1" above weld and scanned up
Yo Ref. Point (Wo):
o Ref. Point (Wol Center line of 24"riser
Sizing Method Angle (deg) Reference Cal. Sheet Set-Up / File Name
1 45° SHEAR
2 60° SHEAR
3 AATT
4 DUALQ°
INDICATION INFORMATION
Weld Depth Max. L1 Length 2 wi1 Width w2
Ind.| Method | guo | R Tig. { Amp. | ) | o | ) | m) | ) | @ny | 'micationType
Remarks:

No crack like indications

[N1] See Attached Letter From J. B. Eider

Examiner: D. Purdy Examiner: Analyst: W. H. Nelson Reviewer: J. B. Elder
4 IN1]
Level: lI. Date: _06/23/ Date: Level: il Date: 08/23/05 Level: [l Date:
P-Scan Limited

COGEMA-SVUT-INS-007.3, Rev. 2, Attachment §

Att. 2-8

Rev. Dec. 03, 2003




RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
DATA REPORT 04-41 26
Location: System: Exam Start: Exam End:
200 EAST TANK FARM PSP4 07/13/05 0809 1436
Component |D: Examination Surface: Nominal N
104-AN OD (1D [JPAINTED | Thickness: 0.5000
Configuration: - TO Calibrated T : ]
ormasrEtn PLATE PLATE Range:  0"T01.414" | " AMBOF
Total Length Examined: 89 8" Scan Width: 17" Ref. Level Correction (Trans. Corr): 0 DB
Procedure: Rev. Material Type: Condition:
COGEMA SVUT-INS-007.3 2 (0ss XCS OTHER: N/A
File Name Transducer:
/ tem #: VERT.WALL/PLATE 2 CIDUAL XSG [JODEG [RIANGLE, 45

Ref. Point 4
Xo Ref. Point (Lo) Started @ 1" below horiz. weld

Yo Ref. Point :
o Ref. Point (Wo) Center line of 24"riser

No crack like indications

_[N‘” See Attached Letter From J. B. Elder

Sizing Method Angle (deg) Reference Cal. Sheet Set-Up / File Name

1 45° SHEAR

2 60° SHEAR

3 AATT

4 DUAL0°

INDICATION INFORMATION
Weid | Depth | Max. L1 Length L2 w1 Width w2 )

ind.| Method | g5 | R Lig. | Amp. | (i) @y | @ | @y | @n) (in) | IndicationType
Remarks:

Exanuncr: W. H. Nelson Examiner: Analyst: W. H. Nelson Reviewer: J. B, Elder
ﬂ@?ﬁe/’b AT Do |
Level: lil Date: _07/13/05 Date: Level: il Date: _08/23/05 Level: lil Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Attachment 5

Att. 2-9

Rev. Dec. 03, 2003




RPP-RPT-26254, Rev. 0

No crack like indications

[N1] See Attached Letter From J. B. Elder

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
DATA REPORT 04-41 26
Location: System: Exam Start: Exam End:
200 EAST TANK FARM PSP-4 07/18/05 0916 2051
Component ID; Examination Surface: Nominal o
104-AN OD [JID [JPAINTED | Thickness: 0.5000
Configuration: Calibrated Temp: o
PLATE PLATE Range: 0" 70 1.414" AMB “F
Total Length Examined: Scan Width: Ref. Level Correction (Trans. Corr):
89.6" 17" 0 DB -
Procedure: Rev. Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [1ss XICS OTHER: N/A
File Name Transducer: °
/ ltem #: VERT.WALL/PLATE 3 [OJouAL [XISGL [J0DEG [XIANGLE: 45
Ref. Point .
Xo Ref. Polnt (Lo) Started @ 1" below horiz. weld
Yo Ref. Point :
o Ref. Pomt (o) Center line of 24"riser ‘
Sizing Method Angle (deg) Reference Cal. Sheet Set-Up / File Name
1 45° SHEAR
2 60° SHEAR
3  AATT
4 DUALQ°
INDICATION INFORMATION
Weld Depth Max. L1 Length L2 W1 Width w2 .
Ind.|  Method | e | R Tig. | Amp. | Gm) | @) | @m | (n) @n) | qn) | 'mdicationType
Remarks: -

Examiner: W. H. Nelson Examiner: Analyst: W. H. Nelson Reviewer: J. B. Elder
it Y et 27 b IN1]

¥ L4 )
Level: il Date: _07/18/05 Date: Level: JiI Date: _08/23/05 Level: 1il Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Attachment 5

Att. 2-10

Rev. Dec. 03, 2003













RPP-RPT-26254, Rev. 0

Att. 2-14

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
| DATA REPORT 04-41 26
Location: Exam Start: Exam End:
) 200 EAST TANK FARM 07/21/05 0743 1350
Component ID: Examination Surface: Nominal "
. 104-AN Xob [0 [IPAINTED | Thickness:  .500
figuration: T0 Calibrated :
Configuration PLATE el 03"101.0" | "™ AMBCF
Total Length Examined: 89.4" Scan Width: 15" Ref. Level Correction (Trans. Corr.): 0 DB
Procedure: Rev Material Type: Condition:
COGEMA SVUT-INS-007.3 2 {1ss XICS OTHER: _ N/A
File Name: | Transducer:
VERT WALL/2"P/PLATE2 RIDUAL []SGL _[I0DEG _ [JANGLE:
Xo Ref. Point (Lo): .
1" below horiz. weld
Yo Ref. Point : )
o Ref. Point (Wo) 17" from center line of first pass
- X Start X Stop Y Start Y Stop Ave. Thk. Min, Thk., Area Max. Thk.
Part#/Indication | ™ ) (in) (in) (in) (in) R. Lig. (in) |Reportable| (in)
0-12 525" 499" 535"
12-24 525" 502" 535"
24-36 525" 501" .535"
36-48 525" 503" .535"
48-60 .530" .503" .535"
60-72 .530" 507" .535"
72-84 525" 501" .535"
84-89.4 525" 503" .535"
[ Remaixs. -
[N1] See Attached L ~*~r From J. B. Elder
Examiner: D. Purdy Examiner: Analyst: W. H. Nelson Reviewer: J. B. Eider
Wh /; IN1]
Level: I Date: _07/21/05 Date: e Level: Il Date: _08/09/05__ | Level: lll Date:
P-Scan Limited )
COGEMA-SVUT-INS-007.3, Rev. 2, Attachment 6 Rev. Dec, 03, 2003



RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS dob # Riser #
DATA REPORT 04-41 26
Location: Exam Start: Exam End:
200 EAST TANK FARM 07/20/05 0835 2016
Component ID: Examination Surface: Nominal "
104-AN KOD [11D [JPAINTED | Thickness: _ .500
Configuration: PLATE T0 g_:-g;r;ted 0.3" 70 1.0" Temp: AMB °F
Total Length Examined: 89.6" Scan Width: 7| Ref. Level Correction (Trans. Corr.). 0 DB
Procedure: Rev Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [Oss BCS OTHER: N/A
File Name: ND Transducer;
VERT.WALL/2™/PLATE3 RDUAL  [JselL  [KODEG [ ANGLE;
Ref. Point :
%o Re nt (Lol 1" below horiz. weld
Yo Ref. Point (Wo): .
17" from center line of first pass
. X Start X Stop Y Start Y Stop Ave. Thk. Min. Thk., Area Max. Thk.

Part #/ Indication (in) (in) (in) (i) (in) R. Lig. (in) | Reportabie (in)

0-12 515" 494" .530"

12-24 520" 496" 535"

24-36 525" 499" 535"

36-48 525" 490" 535"

48-60 525" .500" 535"

60-72 525" .503" 535"

72-84 525" 501" 535"

84-89.6 525" 490" 535"

Remarks:

[N1] See Attached Letter From J. B. Eider

Examiner: W. H. Nelson

Lavel: 1l Date: _07/20/05

Examiner:

Date:

Analyst W. H. Nelson

Reviewer: J. B. Elder

N1}

Level: llI. Date: _08/08/05

Level: [l Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Altachment &

Att. 2-15

Rev. Dec. 03, 2003




RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
Location: Exam Start: Exam End:
200 EAST TANK FARM 07/20/05 0835 2016
Component ID: Examination Surface: Nominal
104-AN [ROD [1ID [JPAINTED | Thickness:  .750"
jon: T ib :
Configuration PLATE '° paeed  0am101.0" | ™™ AMBOF
Total Length Examined: 105.9" Scan Width: 17" Ref. Level Correction (T @ns. Corr.): 0 DB
Procedure: Rev Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [Jss BICS OQTHER: N/A
File Name: ND “Transducer:
VERTWALL/2™/PLATE4 (IouAL  [IseL  BJODEG [ ANGLE:
Xo Ref. Point (Lo): i
1" below horiz. weld
Yo Ref. Point :
° oint (Wo) 17" from center line of first pass
" X Start X Stop Y Start Y Stop Ave. Thk. Min. Thk., Area Max. Thk.
Part #/ Indication (in) (in) (in) {in) {in}) R. Lig. (in) |Reportable]  (in)
0-12 765" 744" .780"
12-24 .765" 743" .780"
24-36 770" 746" 780"
36-48 770" 749" 780"
43-60 770" 752" .780"
60-72 a7n" 753" 780"
72-84 a7s° 744" 780"
84-96 775" 751" .780"
96-105.9 T75" 7547 .780"°
Remarks:

[N1] See Attached Letter From J. B. Elder

Examiner: W. H. Nelson
/

Examiner:

Level: il Date: _07/20/05

Date:

Analyst W. H. Nelson

£ﬁ7éz,z &é

Level: il Date: 08/08/05

Reviewer: J. B. Elder

N1}

Level: 1li Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Allachment o

Att. 2-16

Rev. Dec. 03, 2003




RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
Location: Exam Start: Exam End:
200 EAST TANK FARM 06/27/05 1420 2047
Component 1D: Examination Surface: Nominal "
104-AN OD [JID_CIPAINTED | Thickness:  .875
Configuration: PLATE TO g:lrimz':ted 0.3" 70 1.0" Temp: AMB °F
Total Length Examined: 212" Scan Width: 15" Ref. Level Correction (Trans. Corr.): 0 DB
Procedure: Rev Material Type: Condition:
COGEMA SVUT-INS-007.3 2 {1ss ®CS OTHER: N/A
File Name: Transducer:
VERT WALL2"™/PLATE 5 [ADUAL [1SGL [QI0DEG [ ANGLE:
Xo Ref. Point (Lo): i
1" below horiz. weld
Yo Ref. Point :
o Ref. Polnt (Wo: 2w trom centter line of 1 pass
s X Start X Stop Y Start Y Stop Ave. Thk. Min. Thk., Area Max. Thk.
Part #/ Indication (in) (in) (in) (in) R. Lig. (i) |Reportable| (in)
0-12 .890" .857" .905"

12-21.2 .885" .858" .905"

Remarks: ) T

[N1] See Attache~ ! ~*ter From J. B. Eider

Examiner:m
W l

Examiner:

Analyst: W. 1. ivelson

Reviewer: J. B. Elder

N1}

Level: [I Date: 06/27& l

P-Scan Limited

Date:

Level: il Date: _08/11/05

Level: il Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Atachment 6

Att. 2-17

Rev. Dec. 03, 2003




RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
DATA REPORT 04-41 26
Location: System: Exam Start: Exam End:
| 200 EAST TANK FARM PSP-4 07/19/05 0820 1433
Component ID: Examination Surface: Nominal .
‘ 104-AN OD [JID [JPAINTED | Thickness: 0.5000
Configuration: Calibrated Temp: o
PLATE ‘PLATE Range: 0" 10 1.414" AMB ~F
Total Length Examined: Scan Width; Ref. Level Correction (Trans. Corr):
90.2" 17" 0 DB
Procedure: Rev. Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [Jss KCS OTHER: N/A
File Name ND Transducer: o
/ tem#: VERT.WALL/2™/PLATE1 - [CIDUAL SGL [JODEG ANGLE: 45

Xo Ref. Point (Lo):

.Started @ 1" above horiz. weld, scanned up

Yo Ref. Point (Wo): 1

7" from center line of first pass to center line of second pass

Sizing Method Angle (deg) - Reference Cal. Sheet Set-Up / File Name
1 45° SHEAR
2  60° SHEAR
3 AATT
4 DUAL0°
INDICATION INFORMATION
Weld Depth Max. L1 Length L2 w1 Width w2
Ind.| Method | e | R Lg. | Amp. | ) | (n) i) | (Gn) (in) (n) | 'ndicationType
. | | |
Remarks:

No crack like indications

[N1] See Attached Letter From J. B. Elder

Examiner: W. H. Nelson Examiner: Analyst: W. H. Nelson Reviewer: J. B. Eider
AU?QZ@W A 27@[2\, (N1]
Level: {I} Date: _07/19/05 Date: Level: il Date: _08/23/05 Level: lil Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Altachment 5

Att.

2-18

Rev. Dec. 03, 2003




RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
DATA REPORT | 04-41 26
Location: System: Exam Start: Exam End:
200 EAST TANK FARM PSP-4 07/21/05 0750 1356
Component ID: Examination Surface: Nominal "
104-AN X oD [JID [JPAINTED | Thickness: 0.5000

Configuration: Calibrated :

orgHreton PLATE PLATE Range:  0"7101.414" | " AMBOF
Total Length Examined: Scan Width: Ref. Level Correction (Trans. Corr):

89.3" _ 15" 0 DB
Procedure: . Rev. Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [1ss BICS OTHER: N/A
File Name Transducer:
/ tem # VERT.WALL/2"P/PLATE 2 [IDUAL [XISGL [JODEG [AIANGLE: 45
Ref. Point (Lo): .
%o Rat. Polnt (Lo) Started @ 1" below horiz. weld
Yo Ref. Point (Wo): . X .
17" from center line of first pass to center line of second pass
Sizing Method Angle (deg) Reference Cal. Sheet Set-Up / File Name

1 45° SHEAR

2 60° SHEAR

3 AATT

4 DUALD®

INDICATION INFORMATION
Weld | Depth | Max. L1 Length L2 Wi Width w2 e
Ind.;  Method | ge | Riig. | Amp. | Gn) | Gm) | Gn) | Gn) | Gn) | (m) | 'MicationType
l | I

Remarks:

No crack like indications

[N1] See Attached Letter From J. B. Elder

Analyst: W. H. Nelson

Examiner: D. Pur Examiner:
Level: il Date: _07/21 Date;
P-Scan Limited

Level: Ili Date: 08/23/05

Reviewer: J. B. Elder

[N1]

Level: lil Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Altachment 5

Att. 2-19

Rev. Dec. 03, 2003




RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
DATA REPORT 04-41 26
Location: System: ‘Exam Start: Exam End:
200 EAST TANK FARM PSP-4 07/20/05 0845 2019
Component D: Examination Surface: Nominal "
104-AN X oD 1D [JPAINTED | Thickness: 0.5000
Configuration: Calibrated Temp: o
PLATE PLATE Range: 0" 10 1.414" AMB “F
Total Length Examined: Scan Width: Ref. Level Correction (Trans. Corr):
86.6" 17" 0 DB
Procedure: Rev. Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [dss [XICS OTHER: N/A
File Name Transducer;
/tem #: VERT.WALL/2"°/PLATE 3 CIDUAL [MS6L [JODEG [ANGLE: 45°

Ref. Paint {Lo):
XQ ef. Point (Lo) Started @ 1" below horiz. weld

Yo Ref. Point (Wo):

17" from center line of first pass to center line of second pass

Sizing Method Angle (deg)

Reference Cal. Sheet

Set-Up / File Name

45° SHEAR

60° SHEAR

AATT

HiIWiN =

DUAL 0°

INDICATION INFORMATION

Weld
Side

Depth
R. Lig.

L1
{in)

Max.

ind.| Method

Length
{In)

L2
(in)

W1
(in)

Width
(in)

w2

(in) Indication Type

l l !

Remarks:
No crack like indications

[N1] See Attached Letter From J. B, Elder

Examiner: W. H. Nelson Examiner:
/111
Level: Il Date: _07/20/05 Date:

Analyst: W. H. Nelson

(L2 Lot

Reviewer: J. B. Elder
[N1]

Level: Il Date: _08/23/05

Level: il Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Altachment 5

Att. 2-20

Rev. Dec. 03, 2003




RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
DATA REPORT 04-41 26
L.ocation: System; Exam Start: : Exam End:
200 EAST TANK FARM PSP-4 07/21/05 0819 1400
Component ID: Examination Surface: - Nominal .
104-AN oD [JID [JPAINTED | Thickness: 0.7500"
Configuration: Calibrated Temp: o
PLATE PLATE Range: 0" 10 2.12" AMB “F
Total Length Examined: Scan Width: Ref. Level Correction (Trans. Corr):
106.8" 17" 0 DB
Procedure: Rev. Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [Jss KCS OTHER: N/A
Flie Name ND Transducer: o
/ ltem #: VERT.WALL/2™/PLATE 4 [JDUAL [ISGL [JODEG ANGLE: 45

Xo Ref. Point (Lo):

Started @ 1" below horiz. weld

Yo Ref. Point (Wo): .
° © 17" from center line of

first pass to center line of second pass

Sizing Method Angle (deg) Reference Cal. Sheet Set-Up / File Name

1 45° SHEAR

2 60°SHEAR

3 AATT o

A A n® | [
INDICATION INFORMATION

Weld | Depth | Max. L1 Length L2 W1 Width w2 .
Ind.} Method | que | R Lg. | Amp. | (n) | (n) @) | an) @n) | (ny | I'ndicationType
—_ |
Remarks:

No crack like indications

[N1] See Attached Letter From.J. B. Elder

Examiner: - W. H. Nelson Examiner: Analyst: W, H. Nelson Reviewer: J. B. Elder
%77%«— L7 eton IN1]
Level: Jll Date: _07/21/05 Date: Level: 1l Date: _08/23/05 | Level: il Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Attachmenl 5

Att. 2-21

Rev. Dec. 03, 2003




RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
DATA REPORT 04-41 26
Location: System; Exam Start: Exam End:
200 EAST TANK FARM PSP-4 06/27/05 1435 2053
Component iD: Examination Surface: Nominal
104-AN Rob [0 [JPANTED | Thickness: 0.8750"
Canfiguration: T0 Calibrated Temp: o
PLATE PLATE Range: 0" 70 2.5" AMB “F
Total Length Examined: Scan Width: Ref. Level Correction (Trans. Corr):
209" 15" 0 oB
Procedure: Rev. Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [ss CS OTHER: N/A
File Name ND Transducer: o
! ltem #: VERT.WALL/2™/PLATE 5 [IDUAL [se.  [J0DEG ANGLE: 45

Xo Ref. Point (La):

Started @ 1" below horiz. weld

Yo Ref. Point (Wo):

17" from center line of first pass to center line of second pass

Sizing Method Angle (deg) Reference Cal. Sheet Set-Up / Flie Name
1 45° SHEAR
2 60° SHEAR
3 AATT
4 DUALO°
INDICATION INFORMATION
Weld | Depth | Max. L1 Length 12 w1 Width w2
Ind.| Method | guo | R g | Amp. | (n) @ | o | m | (in) | !ndication Type
I arks:
Noc klikeinc ions

Examiner:

[N1] See Attached Letter From J. B. Elder

Analyst: W. H. Nelson

2

Level: il Date: 06
P-Scan Limited

Date:

Level: Ill Date: 08/23/05

Reviewer: J. B. Elder

IN1]

Level: il Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Attachment §

Att. 2-22
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
Location: Exam Start: Exam End:
200 EAST TANK FARM 07/12/05 1335 1942
Component ID: Examination Surface: Nominal N
104-AN 0D F1ID [JPANTED | Thickness: _ .500
Configuration: TO Cal :
onfiguration PLATE e 03" 101.0" | o™ AMBOF
mined: H L ( . )
Total Length Examined 37.28" Scan Width 17" Ref. Level Comection (Trans. Corr.) 0 DB
Procedure: Rev Material Type: Condition:
COGEMA SVUT-INS-007.3 2 {1ss XCS OTHER: N/A
Flle Name: Transducer:
LIQUID / AIRA DUAL [ sGL O0DEG [ ANGLE:
Xo Ref. Point (Lo): -
start at east air line
Yo Ref. Point :
°ore (Wol center line of scanner @ 30" below top horiz. weld
. X Start X Stop Y Start Y Stop Ave. Thk. Min. Thk., Area Max. Thk.
Part #/ Indication (in) (in) (in) (in) (in) R. Lig. (in) | Reportable {in)
0-12 530" 501" 535"
12-24 .530" 503" 535"
24-36 .530° 498" .535"
36-37.28 .530" 511" .535°
Remarks:
[N1] See Attached Letter From J. B. Elder
Examiner: W. H. Nelson Examiner: Analyst: W. H. Nelson Reviewer: J. B. Elder
ot ™~ iN11
Level: lli Date: _07/12/05 Date: Level: 1ll Date: _08/08/05_ | Level: {ll Date:
COGEMA-SVUT-INS-007.3, Rev. 2, Altachment 6 Rav. Dec. 03, 2003
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
Location: Exam Start: Exam End:
200 EAST TANK FARM 07/12/05 1335 1942
Component ID: Examination, Surface: Nominal R
104-AN Xob [1I0 [JPANTED | Thickness:  .500
tion: 1 :
Configuration PLATE '© paested  03'101.0" | ™ AMBOF
Total Length Examined: 21.7° Scan Width: 17" Ref. Level Correction (Trans. Corr.): 0 DB
Procedure: Rev Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [Jss [CS OTHER: N/A
File Name; Transducer:
LIQUID / AIR B DUAL [ sGL 0DEG [ ANGLE:
Ref. Point (Lo}
Yo Rel. Polnt (Lol . uid/air B started at end of A
Yo Ref. Point (Wo):
o Ref. Paint (Wol center line of scanner @ 30" below top horiz. weld
- X Start X Stop Y Start Y Stop Ave, Thk. Min. Thk., Area Max. Thk.
Part#/Indication | - ™ ) (in) (in) (in) () | R.Lig. (in) |Reportable| (in)
0-12 530" .501" .535"
12-21.7 530" 505" 535"
' 1
Remarks:

IN1] See Attached Letter From J. B. Eider

Examiner: W, H. Nelsan
/

Level: 1if Date: _07/12/05

Examiner: Analyst: W. H. Nelson
o,
Date: Level: it Date

Reviewer: J. B. Elder

N1

Level: il Date:

COGEMA-SVUT-INS-007.3, Rav, 2, Attachment &

Att. 2-24

Rev. Dec. 03, 2003




RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
Location: Exam Start: Exam End:
200 EAST TANK FARM 07/14/05 0956 2224
Component ID: Examination Surface: Nominal ,
104-AN Koo [JiD [JPAINTED | Thickness:  .500"
Configuration: 0 Calib ;
nfiguration PLATE paemted 0377010 | ™ AMB °F
th ined: ¥ . R )
Total Length Examined 120" Scan Width 17° Ref. Level Correction (Trans. Corr.) 0 DB
Procedure: Rev Material Type: Condition:
COGEMA SVUT-INS-007.3 2 {1ss BICS OTHER: N/A
File Name: Transducer:
LIQUID/ AIR G "BIDUAL  [ISGL [XI0DEG  [JANGLE. _ °
Ref. Point (Lo): -
%o o ren (Lo) fiquid/air C started at end of B
Yo Ref. Point N
° cint (Wo) center line of scanner @ 30" below top horiz. weld
. X Start X Stop Y Start Y Stop Ave. Thk. Min. Thk., Area Max. Thk.
Part # / Indication (in) (in) {in) (in) (in) R. Lig. (in) | Reportable (in)
0-12 535" .508° 540"
12-24 535" 510" 540"
24-36 .535" .503" .540"
36-48 535" 511" 540"
48-60 .535" 510" .540"
60-72 535" 5117 540"
72-84 535" 513" 540"
84-96 .535" 504" 540"
96-108 R35" 514" .540"
108-120 ' 535" 505" 540"
Remarks:

[N1] See Attached Letter From J. B. Elder

Examiner: W. H. Nelson Examiner: -A_n-alysl: VY, l'i: [ACTE TV novcrBl J. L. wder

Level: 3l Date: _07/14/05 Date: Level: {lIi Date: _08/09/05

Level: Il Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Altachmenl 6 Rev. Dec. 03, 2003
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
Location: Exam Start: Exam End:
200 EAST TANK FARM 07/14/05 0956 2224
Component ID; Examination Surface: Nominal "
_ 104-AN oD_[11D [IPANTED | Thickness: 500
Configuration: PLATE ° el 03"101.0" | "™ AMB°F
Total Length Examined: 70.2" Scan Width: 17" Ref. Level Correction (Trans. Corr.): 0 DB
Procedure: Rev Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [dss EICs OTHER: N/A
File Name: Transducer: °
LIQUID/AIRD KIDUAL  [JSGL ODEG [ ANGLE:
Ref. Point 3
o Ref. Paint (Lo) liquid/air D started at end of C
Yo Ref. Point :
o Ref. Polnt (Wo) center line of scanner @ 30" below top horiz. weld
- X Start X Stop Y Start Y Stop Ave. Thk. Min, Thk., Area Max. Thk.
Parl #/ Indication (in) (in) (in) {in) (in) R. Lig. (in) | Reportabie (in)
0-12 535" 503" 545°
12-24 535" 509" 545"
24-36 535" .506" 545"
36-48 535" 504" 545"
48-60 .535" 500" 545"
60-70.2 535" 504" 545"
Remarks:

[N1] See Attached Letter From J. B. Elder

Examiner: W. H. Nelson

LA D et

Examiner:

Analyst: W. H. Nelson
/. /

Reviewer: J. B. Elder

N1}

Levei: Il Date: _07/14/05

Date:

Level: Il Date: _08/09/05

Level: lil Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Atlachment 6

Att. 2-26
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
Location: Exam Start: Exam End:
200 EAST TANK FARM 07/13/05 0735 1442
Component ID: Examination Surface: Nominal N
104-AN oD _[1ID [JPAINTED | Thickness: _ .500
tion: 10 :
Configuration PLATE PLATE e oat01.0" | ™ AMBOF
th ined: S idth: A R )
Total Length Examine 88.4" can Width 113" Ref. Level Correction (Trans. Corr.) 0 DB
Procedure: Rav Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [Jss XICS OTHER: N/A
File Name: Transducer:
VERT.WELD/PLATE2 PIDUAL _[JscL  PJODEG [ ANGLE:
Xo Ref. Paint (Lo): ]
1" below horiz. weld
Yo Ref. Point :
o Ref. Polnt (Wo) center line of vert. weld
- X Start X Stop Y Start Y Stop Ave.Thk. | Min. Thk., Area Max. Thk.
Parl #/ Indication (in) (in) (in) (in) (in) R. Lig. (in) | Reportable {in}
0-12 520" 478" 530"
12-24 520" AB2" 530°
24.36 520" 481" 530"
36-48 520" 487" 530"
48-60 520" .488" 530"
60-72 520" 482" 530"
72-B4 520" 478" 530"
84-88.4 .520" 482" 530"
Remarks:
IN1] See Attached Letter From J. B. Elder
Examiner; Analyst: W, H. Nelson Reviewer: J. B. Elder
— ﬁ%@éﬁz_ N1
Level: i, Date: _07/13/05 Date: Level: Ill Date: _08/15/05 _ | Level: lil Date:
P-Scan Limited
GOGEMA-SVUT-INS-007.3, Rev. 2, Attachment 6 : Rev. Dec. 03, 2003
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser # .
DATA REPORT 04-41 26
Location: Exam Start: Exam End:
200 EAST TANK FARM 07/19/05 0725 1441
Component ID: Examination Surface: Nominal "
104-AN KOD [0 [JPANTED | Thickness:  .500
Confi jon: ibrated .
onfiguration PLATE '° PLATE e 03" 101.0" | ™ AmB°F
Total Length Examined: 89.5" Scan Width: 11.44" Ref. Level Correction (Trans. Corr.): 0 DB
Procedure: Rev Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [dss BJICS OTHER: N/A
File Name: Transducer:
VERT.WELD/PLATE 3 BIDUAL  [1SGL [AODEG  []ANGLE:
Xo Ref. Point {Lo): .
1" below horiz. weld
Yo Ref. Point :
o Ref. Point (Wo) center line of vert. weld
. X Start X Stop Y Start Y Stop Ave, Thk. Min. Thk., Area Max. Thk.
Part #/ Indication in) (in) (in) (in) (in) R. Lig. (in) |Reportable| _ (in)
0-12 520" 485° 5357
12-24 520 482" .535"
24-36 .520" 480" 535"
36-48 520" 487" 535"
48-60 .520" 487" 535"
60-72 .520" 485" 535"
72-84 520" 463" 535"
84-89.5 520" 486" 535"
Remarks:

[N1] See Attached Letter From J. B. Eider

Examiner: . Pugdy Examiner:
Level: Il Date: _07/1 Date: ____
P-Scan Limited

Analyst: W. H. Nelson

Level: 1l Date: _08/16/05

Reviewer: J. B. Elder

IN11

Level: lil Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Attachment 6

Att. 2-28
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
Location: Exam Start; Exam End:
200 EAST TANK FARM 07/19/05 0725 1441
Component ID: Examination Surface: Nominal N
104-AN oD _[1ID [JPANTED | Thickness:  .750
: C H
Configuration PLATE '° PLATE reed 03 101.0m | "™ AMBOF
Total Length Examined: 102.8" Scan Width: 11.58" Ref. Level Correction (Trans. Corr.): 0 DB
Procedure: Rev Material Type: Condition:
COGEMA SVUT-INS-007.3 2 1ss B4CS OTHER: N/A
File Name: . Transducer:
VERT.WELD/PLATE4 BIOUAL  []sGL I ODEG [ ANGLE:
Xo Ref. Point (Lo): .
1" below horiz, weld
Yo Ref. Point 3
o Ref. Point (Wo) center line of vert. weld
-~ X Start X Stop Y Start Y Stop Ave. Thk. Min. Thk., Area Max. Thk.

Part # / Indication (in) (in) (in) (in) {in) R. Lig. (in) | Reportable {in)

0-12 760" 708" 775"

12-24 755" 733" J70"

24-36 .755" 731" J70°

3648 .750° 735" 770°

48-60 755" 731" 770"

60-72 755" 729" Ja70"

72-84 758" 730" 7707

84-96 .755" 731" 775"

96-102.8 760" 738" 775"

Remarks:

[N1] See Attached Letter From J. B. Eider

Examjpner: Examiner: Analyst: Vv, n. neison Reviewer: J. B. Eider

\}Jh N1}

Level: |i. Date: _07/19/0: Date: Level: lli Date: _08/15/05 Level: [l Date:
P-Scan Limited

COGEMA-SVUT-INS-007.3, Rev. 2, Attachment 6

Att. 2-29
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT : 04-41 26
Location: Exam Start: Exam End:
200 EAST TANK FARM 07/13/05 0735 1442
Component ID: Examination Surface: Nominal
‘ 104-AN XIoD_[J1D [JPAINTED | Thickness: 875"
Configuration: PLATE '° PLATE emed 03'101.0" | ™ AMB°F
Total Length Examined: 21.3" Scan Width: 114 Ref. Level Correction (Trans. Corr.): 0 DB
Procedure: Rev Material Type: Condttion:
COGEMA SVUT-INS-007.3 2 [1ss CS OTHER: N/A
File Name: Transducer:
VERT.WELD/PLATE 5 R DuAL [ s6L DDEG _ [J ANGLE:
Xo Ref. Point (Lo): ) '
1" below horiz. weld
Yo Ref. Point :
o Ref. Point (Wo) center line of vert. weld
X Start X Stop Y Start Y Stop Ave, Thk. Min, Thk., Area Max. Thk.
Part # / Indication (in) (in) (in) (in) {in) R. Lig. (in) | Reportable (in)
0-12 900" 867" 915"
12-21.3 900" .859" 915"
Remarks:
[N1] See Attached Letter From J. B. Elder

Examiner: D. Purdy Examiner:
Level: Il Date: _07/13/! Date:
P-Scan Limited

Analyst: W. Hi Nelson

I btz

Level: il{ Date: _08/16/05

Reviewer: J. B. Elder

[N11

Level: il Date:

COGEMA-SVUT-INS-007.3, Rev, 2, Alfachment 6

Att. 2-30
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RPP-RPT-26254, Rev. 0

_[N1] See Attached Letter From J. B. Elder

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
DATA REPORT 04-41 2
Location: System: Exam Start: Exam End:
200 EAST TANK FARM PSP-4 07/43/05 0750 1452
Component ID: Examination Surface: Nominal
104-AN OD []ID LJPAINTED | Thickness: 0.5000"

Configuration: Calibrated Temp:

onauton PLATE PLATE Range: 0" 70 2" TP AMB °F
Total Length Examined: 86" Scan Width: 105" Ref. Level Correction (Trans. Corm): 0 DB
Procedure: Rev. Material Type: Condition:

COGEMA SVUT-INS-007.3 2 [Oss [XICS OTHER: N/A
File Name Transducer. °
! tem #: VERT.WELD/PLATE 2 [ObuA. [XseL [Jopec [ANGE: 60
Ref. Point (Lo):

%o Rel. Polit Lo} 1" below horiz. weld

Yo Ref. Point (Wo):

o Ref. Point (Wo) Center line of weid

Sizing Method Angle (deg) Reference Cal. Sheet Set-Up / File Name

1 45°SHEAR

2 60°SHEAR

3 AATT

4 DUALC®

INDICATION INFORMATION
Weld | De Max. L1 Length L2 w1 Width wa "
ind.| Method | ‘GO R.E:‘_ A | i =] W | e | G | indication Type
Remarks:
Noc klikeindi ions

Examiner:

P-Scan Limited

Level: 1I. Date: 07/13/05

Examiner:

Date:

Analyst. W. H. Nelson

éjnnz;’t

Level: lli  Date: _08/21/05

[N1]

Reviewer: J. B. Elger

Level: Il Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Attachment 5

Att. 2-31
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
DATA REPORT 04-41 26
Location: System: Exam Start: Exam End:
200 EAST TANK FARM PSP-4 07/19/05 0746 1448
Component ID: Examination Surface: Nominal
104-AN ob [JiD [JPAINTED | Thickness: 0.5000"
Configuration; Calibrated Temp:
ontiguration PLATE PLATE Range: 0" 0 2" % AMB °F
Total Length Examined: -Scan Width: Ref. Level Comrection (Trans. Corr):
87" 11.14"° 0 pB
Procedure: Rev. Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [0ss [4CS OTHER: N/A
File Nam Transducer:
Itom#: VERT.WELD/PLATE 3 CIouA. Rse. [Jobee  [RANGLE: 60°

Ref. Point :
%o Ref. Point (Lo) 1" below horiz. weld

Yo Ref. Point (Wo):
e %" Center line of weld

[N1] See Attached Letter From J. B. Elder

Sizing Method Angle (deg) Reference Cal. Sheet Set-Up / Fiie Name

1 45° SHEAR

2 60°SHEAR

3 AATT

4 DUALO®

INDICATION INFORMATION .
Weld Depth Max. L1 Length L2 wi Width W2
ind.| Method Side R. Lig. Amp. (in) (in) (in) (in) (in) indication Type
Remarks:
Nocracklil nc¢ tio

Examiner: CW[. D. Purdy Examiner:
Level: i Date: 07/18 [Q__ Date:
P-Scan Limited

Analyst: W. H. Nelson

Level: JIl Date: _08/21/05

N1

Reviewer: J. B. Elder

Level: fll. Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Attachment 5

Att. 2-32
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
DATA REPORT 04-41 26
Location: System: Exam Start: Exam End:
200 EAST TANK FARM PSP-4 07/19/05 0746 1448
Component ID: Examination Surface: Nominal
104-AN K ob [0 [JPAINTED | Thickness: 0.7500"
Configuration: Calibrated T :
arren PLATE PLATE Range: 0" 10 3.0° " AMB °F
Total Length Examined: Scan Width: Ref. Level Correction (Trans. Corr):
102.6" 10.8" 0 DB
Procedure: Rev. Material Type: Condition;
COGEMA SVUT-INS-007.3 2 Jss CS OTHER: N/A
File N Transducer:
Thom VERT WELD/PLATE 4 Do

Xo Ref. Paint (Lo):

Started @ 1"below horiz.weld

COJDUAL [(RS6L [JODEG [RIANGLE: 60°

Yo Ref. Point {(Wo):

Center line of weld

Sizing Method

Angle (deg)

Reference Cal. Sheat

Set-Up / Flle Name

45° SHEAR

60° SHEAR

AATT

LIWIN|=

DUAL 0°

INDICATION INFORMATION

Weld

Ind. Side

Method

Depth
R. Lig.

L1
{in)

Max.
Amp.

Length
(in}

L2
{in)

w1
(n)

Width
(in)

w2

{in) Indication Type

Remarks:

No crack lii  indi

[N1] See Attached Letter From J. B, __Jer

Level [I Date: 07/19/0

P-Scan Limited

Examiner:

mnaiyst W. H. Nelson

Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Attachment §

Level: il Date: _08/22/05

reviewer: J. B. Eider

[N11

Level: |I  Date:

Att. 2-33

Rev. Dec. 03, 2003




RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
DATA REPORT 04-41 26
Location: System: Exam Start: Exam End:
200 EAST TANK FARM PSP-4 07/13/05 0750 1452
Component iD: Examination Surface: Nominal
104-AN oD [0 [JPAINTED | Thickness: 0.8750"
Configuration: Calibrated Temp;
eriiguration PLATE PLATE Ronge: 0" 10 3.5" " AmB °F
Total Length Examined: 18.9" Scan Width: 10.8" Ref. Level Correction (Trans. Corr): 0 DB
Procedure: Rev. Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [0ss KCS OTHER: N/A
File Name Transducer: o
 ltem #: VERT.WELD/PLATE 5 (JouaL [XIs6L [JODEG [QANGLE: 60

Xo Ref. Point {Lo):

Started @ 1"below horiz.weld

Yo Ref. Point :
o Ref. Point (Wo) Center line of weld

Sizing Method Angle (deg) Reference Cal. Sheet Set-Up / File Name

1 45°SHEAR

2 60° SHEAR

3 AATT

4 DUALO°

INDICATION INFORMATION
Weld Depth Max, L1 Length L2 w1 Width w2 .
Ind.} Method | gise | R Lig. | Amp. | (i) (in) (in) (in) (in) (ny | Indication Type

n;marks:

No crack like indicatiol

[N1] See Attached ! ~*ter Frem— ! B Fider

Examiner: Exarumer .

Level: 1l Date: _07/13/1
P-Scan Limited

Date:

Analyst: W. H. Nelson

Level: lil Date: _08/22/05

INTY

Reviewer: J. B. Elder

Level

. I Date:

COGEMA-SVUT.INS-007.3, Rev. 2, Altachment §

Att. 2-34

Rev. Dec. 03, 2003




RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
DATA REPORT 04-41 26
Location: System: Exam Start: Exam End: _
200 EAST TANK FARM PSP-4 07/20/05 0906 2015
Component ID: Examination Surface: Nominal N
104-AN K oD [JID [ PAINTED | Thickness: 0.5000
Configuration: Calibrated Temp:
onadrEon PLATE PLATE Range . O"701.414" | " AMBOF
Total Length Examined: Scan Width: Ref. Level Correction (Trans. Corr):
451" 5.6" 0 bB
Procedure: Rev. Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [0ss KICS OTHER: N/A
File Name Transducer:
itom £ VERTWELD/2"’/PLATE 2 [ous  [9sc.  [JODEG [QANGLE: 45°
Ref. Point (Lo):
Yo Ref. Point (Lo): o1 arted @ 1"below horiz.weld
Yo Ref. Point 3
o Rel. Point (Wo) Center line of weld
Sizing Method Angie (deg) Reference Cal. Sheet Set-Up / File Name
1  45° SHEAR
2 60° SHEAR
3  AATT
4 DUALCQ°
INDICATION INFORMATION -
Weld | Depth | Max. K] Length L2 w1 Width | W2 L
Ind.| Method | gque | R1ig. | Amp. | (n) | @ | @ | @y | @) | (ny | 'mdicationType
Remarks:
No crack like indications

[N1] See Attached Letter From J. B. Elder
. D. Pudy '

Examiner:

Level: 1l Date: _07/20,

P-Scan Limited

Examiner: Analyst: W. H. Nelson Reviewer: J. B. Elder
/s N1
Date: Level: il Date: _08/23/05 Levet: JiI Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Aftachment 5

Att. 2-35
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
DATA REPORT 04-41 26
Location: System: . Exam Start: Exam End:
200 EAST TANK FARM PSP-4 07/20/05 0906 2015
Component {D: Examination Surface: Nominal
104-AN oD L]0 [JPAINTED | Thickness: 0.5000"
Configuration: Callbrated Temp:
ontiguration PLATE PLATE Range:  0"T01.414" | ™ AMBCF
Total Length Examined: 45° Scan Width: 5 6" Ref. Level Correction (Trans. Corr): 0 DB
Procedure: Rev. Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [Jss KCS OTHER: N/A
File Name Transducer:
/ ltem #: VERT.WELD/2"’/PLATE 2A [JDUAL [XISGL [JODEG [RANGLE: 45°
Ref. Point (Lo): i
Xo Ret. Point (Lo} Started @ 1"below horiz.weld
Yo Ref. Point :
o Ref. Point (Wo) Center line of weld
Sizing Method Angle (deg) Reference Cal. Sheet Set-Up / File Name
1 45° SHEAR
2 60° SHEAR
3 AATT
4 DUALO®
INDICATION INFORMATION
Weld Depth Max. L1 Length L2 w1 Width w2
ind.| Method | g4 | R Tig. | Amp. | @) | @ | @) | ) | (n) (n) | 'ndication Type
Remarks:
Noc klikeind ions

Examiner:

[N1] See Attached Letter From J. B. Elder

Level: 1l Date: _07/20/
P-Scan Limited

Date:

Analyst: W. H. Nelson

Reviewer: J. B. Elder

IN1]

Level: {ll Date: _(08/23/05

Level: 1li_ Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Altachment 5

Att.
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RPP-RPT-26254, Rev. 0

No crack like indications_

[N1] See Attached Letter From J. B. Eider

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
DATA REPORT 04-41 26
Location: System: Exam Start; Exam End:
200 EAST TANK FARM PSP-4 07/20/05 0906 2015
Component iD: Examination Surface: Nominal
104-AN Kob Oib [JPAINTED | Thickness: 0.5000"
Configuration:; Calibrated Temp:
¢ PLATE PLATE Range: 0"101.414" | " AMBOF
Total Length Examined: " Scan Width: Ref. Level Comection (Trans. Corr):
87 5.5" 0 DB
Procedure: Rev. Materiai Type: Condition:
COGEMA SVUT-INS-007.3 2 [dss CS QTHER: N/A
File Navne Transducer:
! ltem #: VERT.WELD/2"/PLATE 3 [JDUAL [RSGL [JODEG  [X) ANGLE: 4_1§°
Ref. Point N
XoRet. Point (o) o arted @ 1"below horiz.weld
Yo Ref. Point :
o Ret. Point (Wol Center line of weld
Sizing Method Angle (deg) Reference Cal. Sheet Set-Up / File Name
1  45° SHEAR
2 60° SHEAR
3 AATT
4 DUALQ°
INDICATION INFORMATION
Weld | Depth | Max. L1 Length | L2 w1 Width | w2 )
ind.| Method | que | R Lig. [ Amp. | ) | om | ) | ) | o) | qny | 'meicationType
Remarks:

Analyst: W. H. Nelson

)
/

Examiner: . Purt Examiner:
Level: Il Date: 07/2 Date:
P-Scan Limited

Level: Il Date

TS

Reviewer: J. B. Elder
[N1]

Level: Ii Date:

COGEMA-SVUT-IN5-007.3, Rev. 2, Atachment 5

Att. 2-37
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
DATA REPORT 04-41 26
Location: System: Exam Start. ) Exam End:
200 EAST TANK FARM PSP-4 07/20/05 0906 2015
Component |D: Examination Surface: Nominal
104-AN X oD [Ji1D [JPAINTED | Thickness: 0.7500"
Confi tion: Calibrated Temp:
rauERen PLATE PLATE Range: 0102420 | " AMBCF
Total Length Examined: 103.9" Scan Width: 55" Ref. Level Correction (Trans. Carr): 0 DB
Procedure: Rev. Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [Oss [KICS OTHER: N/A
File Name ND Transducer: °
I ltem #: VERT.WELD/2™/PLATE 4 CIouAL [ASGt. [JODEG [ ANGLE; 45
Xo Ref. Point (Lo): .
Started @ 1"below horiz.weld
Yo Ref. Point :
o Ref. Point (Wo) Center line of weld
Sizing Method Angle (deg) Reference Cal. Sheet Set-Up / File Name
1 48° SHEAR
2 60° SHEAR
3 AATT
4 DUALC®
INDICATION INFORMATION
Weld Depth Max. L1 Length L2 w1 Width w2 "
nd.| Method | g0 | RLig. | Amp. | m) | @) | m | @ | @) | (m | 'ndicationType
Remarks:

No crack like indications

[N1] See Attached Letter From J. B. Elder

Analyst: W. H. Nelson

v an]

Examiner: . Purd Examiner:
Level: I Date: _07/20/0 Date: __
P-Scan Limited

Reviewer: J. B, Elder

[N1]

Level: il Date: 08/23/05

Level: 1l Date:

COGEMA-SVUT-IN§-007.3, Rev. 2, Attachment 5

Att. 2-38
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AUTOMATED ULTRASONIC P-SCAN Job # v Riser #
DATA REPORT 04-41 26
Location: System: Exam Start: Exam End:
200 EAST TANK FARM PsSP-4 06/30/05 0925 1305
Component ID: Examination Surface: Nominal
104-AN X oD [JID [JPAINTED | Thickness: 0.8750"
Configuration: Calibrated Temp:
gurarion PLATE PLATE Range: 0" 10 2.5° TP AMB °F
Total Length Examined: 21,40 Scan Width: 5.5 Ref. Level Correction (Trans. Corr): 0 DB
Procedure: Rev. Material Type: Condition:
COGEMA SVUT-INS-007.3 2 Oss XICS OTHER: N/A
File Name Transducer:
/ e #: VERT WELD/2"°/PLATE 5 [JDUAL [ISeL [J0DEG [QANGLE: 45°
Xo Ref. Point (Lo): R
Started @ 1"below horiz.weld
Yo Ref. Point 3 i
o Ref. Point (Wo Center line of weld
Sizing Method Angle {deg) Reference Cal. Sheet Set-Up / File Name
1 45°SHEAR
2 60° SHEAR
3 AATT ]
4 DUALO°
INDICATION INFORMATION
Weld Depth Max. L1 Length L2 w1 Width w2 "
Ind.| Method | gue | Riig. | Amp. | ) | @) | @ | (n) (in) (iny | Indication Type
Remarks:
Nocrack il ndi ions

[N1] See Attached Letter From J. B. Elder

Examiner:(~%. D. Pyrdy Examiner: Analyst: W. H. Nelson Reviewer; J. B. Eider
[
2oV ) IN1}
Level: it Date: _06/30/05 Date: Level: il Date: 08/23/05 Level: lil Date:
P-Qeran | imitad

COGEMA-SVUT-INS-007.3, Rev. 2, Attachmemnt 5§

Att. 2-39
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AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
Location: Exam Start: Exam End:
200 EAST TANK FARM 07/18/05 0820 1935
Component ID: Examination Surface: Nominal ,
104-AN oD [JID [JPANTED [ Thickness:  .875"
tion: T0 i :
Configuration PLATE KNUCKLE omed am101.0" | ™ AMBOF
Lengt : ) : , i . )
Total Length Examined 64.8" Scan Width 105" Ref. Level Correction (Trans. Corr.) 0 DB
Procedure: Rev Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [Oss XICS OTHER:_ N/A
File Name: : Transducer:
HORIZ WELD/KNUCKLE BIpuaL  [1seL ODEG [ ANGLE:
Xo Ref. Point (Lo): ’ -
: Started west of weld attachment, west of east air line
Yo Ref. Point :
o Ref. Point (Wo) Center line of weld
X Start X Stop Y Starl Y Stop Ave, Thk. Min. Thk., Area Max. Thk.
Part #/Indication | = ™ (in) (in) (in) (in) R. Lig. (in) |Reportable|  (in)
0-12 - .900" .867" 915"
12-24 .900" .868" 915"
24-36 .900" 873" 915"
36-48 .900" .B74" 915"
48-60 .900" 871" .915"
60-64.8 .900" B71" 915"
| ‘ | ! _
Remarks:

Plate side only

[N1] See Attached Letter From J. B. Elder

Examiner: WD. Purdy Examiner:
Level: II. Date: _07/18/05 Date:
P-Scan Limited

Analyst: W. H. Nelson

L e

Level: Ill Date: _08/17/05

Reviewer: J. B. Elder

N1l

Level: 1l Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Attachment 6

Att. 2-40

Rev.
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Plate si  anly

|N1| Sr~ AHnched Letter From J. B. Elder

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
Location: Exam Start: Exam End:
200 EAST TANK FARM 07/18/05 0820 1935
Component ID: Examination Surface: Nominal N
104-AN 0D _[JID_[JPANTED | Thickness:  .875
fi tion: T Calibrated Ti :
Configuration PLATE '° KNUCKLE e 03"1010" | ™™ AMBOF
Total Length Examined: 96.6" Scan Width: 10.4" Ref. Level Correction (Trans. Corr.): 0 DB
Procedure: Rev Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [Jss BKCS OTHER: N/A
File Name: Transducer:
HORIZWELD/KNUCKLE A DADUAL [ SGL O0DEG ] ANGLE:
Ref. Point :
%o Ref. Poit (Lo) Started at end of horiz.weld/knuckle
Yo Ref. Point N
o Ret. PantWol: - enter line of weld
X Start X Stop Y Start Y Stop Ave. Thk. Min. Thk., Area Max. Thk.

Part #/ Indication (in) {in) {in) {in) {in) R. Lig. (in) | Reportable (in)

0-12 .900" .868" 915"

12-24 900" .8ag" 915"

24-36 895" .859" 910"

36-48 890" 863" 910"

48-60 .890" 862" 910"

60-72 .890" 862" 910"

72-84 .890" 881" 910"

84-96 8907 &1 | 810"

96-96.6 890" 876" 910"

Remarks:

Examinerf~y. u. rugdy Examiner:

' \'\

Level: |l Date: 07/18/05 Date:
P-Scan Limited

Analyst: W. H. Neison

-]

Level: Hil Date: _08/17/05

Reviewer: J. B. Elder

IN1]

Level: JIi Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Altachment 6

Att. 2-41
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AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
Location: Exam Start: Exam End:
200 EAST TANK FARM 07/18/05 0820 1935
Component ID: Examination Surface: Nominal
S 104-AN XoD []i0 CIPANTED | Thickness: 875"
onfiguration: PLATE KNUCKLE paated  03"101.0° | "™ AMBOF
Tolal Length Examined: 92.63" Scan Width: 95" Ref. Level Correction (Trans. Corr.): o0 DB
Procedure: Rev Material Type: | Condition:
COGEMA SVUT-INS-007.3 2 [Jss XICS OTHER: N/A
File Name; ) Transducer:
HORIZWELD/KNUCKLE B DUAL  []seL.  [QODEG [ ANGLE:
Xo Ref. Paint (Lg); .
Started west of the weld attachment, west of the 24" riser
Yo Ref. Point (Wg): .
Center line of weld
- X Star X Stop Y Start Y Stop Ave. Thk. Min. Thk., Area Max, Thk.

Part # / Indication (in) {in) {in) (in) {in) R. Lig. (in) | Reportable (in)

0-12 .890" 861" 905"

12-24 .885" 852" 905"

24-36 910" 878" 920"

36-48 910" .884" .920"

48-60 910" 887" 920"

60-72 810" 876" .920°

72-84 910" 881" .920"

84-92.63 910" - 877" 915*
'Remarks:

Plate side only

[N1] See Attached Letter From J. B. Elder

Examiner:

Analyst: W. H. Nelson

AT

2.

Reviewer: J. B. Elder

IN1}

Level: 1. Date:

P-Scan Limited

07/1 BIOg $

Date:

Level: lif Date: _08/17/05

Level: [II Date:

COGEMA-SVUT-INS-007.3,

Rev. 2, Aftachment &

Att. 2-42

Rev. Dec. 03, 2003
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AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
Location: ) Exam Start: Exam End:
200 EAST TANK FARM 07/18/05 0828 1940
Component ID: : Examination Surface: Nominal
104-AN 50D [1iD [1PANTED | Thickness: _ .875"
Configuration: 0 i :
nhiguration PLATE '° KNUCKLE el o3"101.0" | ™ AMBCF
Total Length Examined: 64.8" Scan Widih: 10.5" Ref. Level Correction (Trans. Corr.): 0 DB
Procedure: Rev Material Type: Condition:
COGEMA SVUT-INS-007.3 2 Jss KCS OTHER: N/A
File Name: Transducer:
HORIZ.WELD/KNUCKLE BIDUAL [ SGL O0DEG _ [] ANGLE:
Xo Ref. Point (Lo): o
Started west of weld attachment, west of east air line
Yo Ref. Point :
o Ref. Polnt (Wo): Center line of weld
o X Start X Stop Y Start Y Stop Ave. Thk. Min. Thk., Area Max, Thk.
Part #/ Indication (in) (in) (in) {in) (in) R. Lig. (in) |Reportabie (i)
0-12 925" .898" .935"
12-24 925" 901" 935"
24-36 925" 003" .935"
36-48 925" .889" .935"
48-60 .925" 920" 935"
60-64.8 NO DATA | NO DATA NO DATA
Remarks: -

Knuckle side only, no data at 60-64.8 due to surface roughness

[N1] See Attached Letter From J. B. Elder

Examiner: . Purdy Examiner: Analyst: W. H, Nelson Reviewer: J. B. Elder
[N1]
Level: |I Date: 07/18/05 Date: Level: 1l Date: _08/17/05 Level: 1li Date:
P-Scan Limited

COGEMA-SVUT-INS-007.3, Rev. 2, Altachment 6

Att. 2-43

Rav. Dec. 03, 2003
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AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
Location: Exam Start: Exam End:
200 EAST TANK FARM 07/18/05 0828 1940
Component [D: Examination Surface: Nominal "
104-AN ‘ oD [JID [JPAINTED | Thickness: 875
tion: Calibrated T :
Configuration PLATE '°  KNUCKLE o 03"101.0" | ™ AMBOF
Total Length Examined: 06.6" Scan Width: 104" Ref. Level Correction (Trans. Corr.): 0 DB
Procedure: Rev Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [Jss BICS OTHER: N/A
File Name: Transducer:
HORIZWELD/KNUCKLE A DUAL. [CISGL  [QODEG [ ANGLE:
Ref. Point 4
%o Ref. Point (Lo) Started at end of horiz.weld/knuckle
Yo Ref. Point N ’
o Ret. Paint (Wo) Center line of weld
" X Start X Stop Y Start Y Stop Ave. Thk, Min. Thk., Area Max. Thk.
Part #/Indication | ™ ) (in) (in) (in)’ (in) R. Lig. (in) |Reportable|  (in)
0-12 ' .930" .906" 945"
12-24 .930" 802" 945"
24-36 .930” .8g5" 945"
36-48 .930" .893" 945"
48-60 .930” .880" 940"
60-72 925" .8g2” 840"
72-84 .930" .895" .940"
84-96 .925" .8so" .840"
96-96.6 925" .896" 840"
Remarks:

Knuckle side only

[N1] See, aiched Lett~- =~ ). B.
Examiner: YBD Pu P
W
Level: I Date: _Q7/18/05 Date:

P-Scan Limited

Analyst W. b cvicon Reviews:. v. w. Ciue

Mﬂ@%— [N1}

Level: il Date: _08/17/05

Level: il Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Allachment 6

Rev. Dec, 03, 2003
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AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
Location: Exam Start: Exam End:
200 EAST TANK FARM 07/18/05 0828 1940
Component ID: Examination Surface: Nominal i
104-AN [¥op_[JID [JPANTED | Thickness:  .875
ion: [¢] i :
Configuration PLATE '°  KNUCKLE paated  0a'7101.0" | o™ AMBOF
ined: . S : A . )
Total Length Examined 92.63" can Width 05" Ref. Level Correction (Trans. Corr.) 0 DB
Procedure: Rev Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [dss BICS OTHER: N/A
File Name: Transducer:
HORIZ.WELD/KNUCKLE B puAL  [1s6L  BIODEG  [J ANGLE:
Xo Ref. Point (Lo): .
Started at west side of weld attachment, west of 24" riser
Yo Ref. Point :
o Ref. Point (Wo) Center line of weld
. X Start X Stop Y Start Y Stop Ave. Thk. Min. Thk., Area Max. Thk.
Part #/ Indication (in) (in) {in) (in) (in) R. Lig. (in) |Reportable| (in)
0-12 925" 892" 940"
12-24 955" 927 .960"
24-36 950" 913" 960"
36-48 950" 916" 960"
48-60 .950" 910" 960"
60-72 940" 907" 960"
72-84 945" 917" 960"
84-92,63 925" 013" .940"
Remarks:
Knuckle only

[N1] See Attached Letter From J. B. Elder

Level: {i Date: 07/1

P-Scan Limited

Examiner:

Date:

Analyst: W. H. Nelsan

£ Y%

ﬁeviewer: J. B. Elder

INT)

Level: Hli Date:r 08/17/05

Level: 1iI. Date:

COGEMA-SVUT-INS-007.3, Rev. 2. Aftachment 6

Att. 2-45
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AUTOMATED ULTRASONIC P-SCAN Job # Riser #
DATA REPORT 04-41 26
Location: System: Exam Start: Exam End:
200 EAST TANK FARM PSP4 07/18/05 0840 1945
Component ID: Examination Surface: Nominal
104-AN pdob [JID [JPAINTED | Thickness: 0.8750"
Configuration: ~ Calibrated :
onnigtirEtion PLATE KNUCKLE Range: 035 | ™ AMBOF
Tf)tal Length Examined: 622" Scan Width: 10.5" Ref. Level Correction (Trans. Corr): 0 DB
Procedure: Rev. Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [Jss DICS OTHER: N/A
File Name Transducer:
/ ltem #: HORIZ. WELD/KNUCKLE CIDUAL ™seL [JODEG [RIANGLE: 60°
Ref. Point (Lo):
%o Ref. Point (Lo) West of weld attachment, west of the east air line
Yo Ref. Point (Wo):
o Ref. Point (Wo) Center line of weld
Sizing Method Angle (deg) Reference Cal. Sheet Set-Up / File Name
1 45°SHEAR
2 60°SHEAR
3 AATT
4 DUALO°
INDICATION INFORMATION
Weld Depth Max. L1 Length L2 w1 Width w2 N
Ind.| Method | gije | R.Lig. | Amp. | @) | Gm) | @) | @ | Gn) | @ny | 'meicationType

! —
Reiiiane,

No crack like indications

N1} See Attached Letter From J. B. Elder

Examiner: .Purd‘ Examiner: Analyst: W. H. Nelson Reviewer: J.B. Elder

V) D ol IN1]

Level: 1l Date: 07/18[5;5‘ Date: Level: lil Date: _08/21/05 Level: Jli Date:
P-Scan Limited A

COGEMA-SVUT-INS-007.3, Rev. 2, Attachment 5
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AUTOMATED ULTRASONIC P-SCAN Job # Riser #
DATA REPORT 04-41 26
Location: em; Exam Start: Exam End:
200 EAST TANK FARM PSP-4 07/18/05 0840 1945
Component ID: Examination Surface: Nominal o
- 104-AN oD [JID [JPANTED | Thickness: 0.8750
Configuration: Calibrated Temp:
ormaiEton PLATE KNUCKLE Range: 0" To0 3.5" TP AMB OF
Total Length Examined: 94.24" Scan Width: 10.5" Ref. Level Comrection (Trans. Corm): 0 DB
Procedure: Rev. Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [Oss XKIcs OTHER: N/A
File Name Transducer:
I hem # HORIZ.WELD/KNUCKLE A DA [@sc. [lobec  RANGLE  60°

Ref. Point (Lo):
Xo Ref. Paint (Lo) Started @ end of horiz. weld/ knuckie

+ Ref. Point :
of. Polnt (W) Center line of weld

Sizing Method Angle (deg) Reference Cal. Sheet Set-Up / File Name

1 45°SHEAR

2 60° SHEAR

3 AATT.

4 DUAL(°

INDICATION INFORMATION
Weld Depth Max. L1 Length L2 wi Width w2
Ind.] Method Side R.Lg. | Amp. (n) . ) (in) (in) (in) (in) Indication Type
Remarks:
No crack like ind ons

[N1] See Attached Letter From J. B. Elder

Examiner: . Pur Examiner: Analyst: W. H. Nelson Reviewer: J. B. Elder

NBM | N

Level: . Date: _07/18/05 ‘Date: Level: lil Date: _08/21/05 Level: il Date:
P-Scan Limited

COGEMA-SVUT-INS-007.3, Rev. 2, Attachment 5

Att. 2-47
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AUTOMATED ULTRASONIC P-SCAN Job # Riser #
DATA REPORT 04-41 26
Location: Systemn: Exam Start: Exam End:
200 EAST TANK FARM PSP-4 07/20/05 0906 2015
Component 1D; Examination Surface: Nominal
104-AN oD [JiD [JPANTED | Thickness: 0.8750"
Confi tion: Calibrated T :
nhouraron PLATE KNUCKLE Range: 0" 70 2.5" P AMB °F
Total Length Examined: Scan Width: Ref. Level Correction (Trans. Corr):
120" 5.5" 0 DB
Procedure: Rev. Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [Jss KCS OTHER: N/A
File Name Transducer:
J e #: HORIZ.WELD/2"®/KNUCKLE DDuAL [¥SGL [JODEG [QANGLE: 45°
Ref. Point (Lo):
Xo Ref. Point (Lo} Started @ weld attachment west of east air line
Yo Ref. Point :
o Ret. Point (Wo) Center line of weld
Sizing Method Angle (deg) Reference Cal. Sheet Set-Up / File Name
1 45°SHEAR
2 60°SHEAR
3 AATT
4 DUALO°
INDICATION INFORMATION
Weld Depth Max. L1 Length L2 W1 Width w2 L
ind.| Method | o | R g, | Amp. | ) | m | ) | ) | @ | qn) | 'mdicationType
Remarks:
No k like indii  ions

[N1] See Attached Letter From J. B. Elder

Examiner: D. Purgy Examiner: Analyst: W. H. Nelfson Reviewer: J. B. Eider
" IN11
Level: 1. Date: _7/20/05 Date: _ Level: 1li_ Date: _08/23/05 Level: }ii Date:
B.Scan | imitad

GUGEMA-SVU I -iNS-UU/ .3, Rev. &, Altachment o

Att. 2-49
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AUTOMATED ULTRASONIC P-SCAN Job # Riser #
DATA REPORT 04-41 26
L.ocation: System: Exam Start Exam End:
200 EAST TANK FARM PSP-4 07/20/05 0906 2015
Component ID: Examination Surface: Nominal
104-AN Kob [Jib [JPAINTED | Thickness: 0.8750"
Configuration: Calibrated Temp: o
PLATE KNUCKLE Range: 0" 10 2.57 AMB “F
Total Length Examined: Scan Width: Ref. Level Correction (Trans. Corr):
38.3" 5.5" 0 DB
Procedure: Rev. Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [dss [XCS OTHER: N/A
File Name Transducer:
 ttem # HORIZWELD/2"°/KNUCKLE A ClouAL [(QSGL [JODEG [RANGLE: 45°
Ref. Point (Lo):
%o Ret. Point (Lo} File knuckie A started @ end of knuckle file
Yo Ref. Point :
o Ref. Point (Wo) Center line of weld
Sizing Method Angle (deg) Reference Cal. Sheet Set-Up / Flle Name
1 45° SHEAR
2 60° SHEAR
3 AATT
.4 DUALOQ®
INDICATION INFORMATION
Weld Depth Max. L1 Length L2 Wi Width w2 .
Ind.| Method | gige | R ig. | Amp. | (in) (in) @ | @ | @) (iny | I'ndicationType
Remarks:

No crack like indications

[N1] See Attached Letter From J. B. Eider

Examinerg . D. Pyrdy
\aﬁ&uﬁ' _

Level: Il Date: _7/20103
P-Scan timited

Examiner: ruoaySt Vel n;s_o.. Reviewer: J. B. Eider
/
[ A ?7{@;—-/‘: IN1]
Date: Level: It Date: _08/23/05 Level: lil Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Altachment 5

Att. 2-50

Rev. Dec. 03, 2003
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AUTOMATED ULTRASONIC P-SCAN Job # Riser #
DATA REPORT , 04-41 26
Lacation: System: Exam Start: Exam End:
200 EAST TANK FARM PSP-4 07/20/05 0906 2015
Component iD: Examination Surface: Nominal .
104-AN Rob 0D [CJPAINTED | Thickness: 0.8750
Configuration: Callbrated Temp: o
PLATE KNUCKLE Range: 0" 10 2.5" AMB *F
Total Length Examined: Scan Width: Ref. Level Correction (Trans. Corr):
8g" 55" 0 DB
Procedure: Rev. Material Type: Condition:
COGEMA SVUT-INS-007.3 2 01ss KCS OTHER: N/A
File Name ND Transducer: °
/tem #: HORIZ.WELD/2™/KNUCKLE B [JDuAL [KISGL [JODEG [XIANGLE; 45

Xo Ref. Point (Lo):

File knuckle B started @ end of knuckie A file

Yo Ref. Point (Wo): .
° ) Center line of weld

Sizing Method Angle (deg) Reference Cal. Shest Set-Up / File Name
1 45° SHEAR
2 60°SHEAR
3 AATT
4 DUALOQ°
INDICATION INFORMATION
Weld Depth Max. L1 Length L2 w1 Width w2 .
ind.) Method | guo I R1ug. | Amp. | ) | ) | ) | ) | (n) Giny | Indication Type
Remarks:
No crack like indications
[N1] See Attached ! etter Fro~ ' B. Elder _
Exanunes: Analyst: W. H, Nelson neviswe: J. Bl ol
iN1]
Level: ]I Date: _7/20/ Date: Level: Jif Date: _08/23/05 Level: {l] Date:
P-Scan Limited

COGEMA-SVUT-INS-007.3, Rav. 2. Altachmenl 5

Att. 2-51
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[N1] See Attached Letter From J. B, _ Jer

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
Location: Exam Start: Exam End:
200 EAST TANK FARM 07/25/05 0924 2040
Component ID: Examination Surface: Nominal -
_ 104-AN B00 1D [JPANTED | Thickness:  .875
jon: "] Calibrated :
Configuration KNUCKLE o™ g3m 10107 | "™ AMB OF
: : "« i . )
Total Length Examined 120" Scan Width 98" Ref. Level Correction (Trans. Corr.) 0 DB
| Proucwdre: Rev Material Type: Condition:
COGEMA SVUT-INS-007.3 2 Oss CS OTHER: N/A
File Name: Transducer:
KNUCKLE [RDUAL  [1sGL 0DEG  [JANGLE:
Ref. Point :
%o Ref. Point (Lo) Started at east air line
Yo Ref. Point 4
o Ref. Point (Wol: . etow horiz. weld
X Start X Stop Y Start Y Stop Ave. Thk. Min. Thk., Area Max. Thk.
Part #/ Indication (in) in) {in) (in) {in) R. Lig. (in) | Reportable (in)
0-12 950" 917" a75"
12-24 945" 902" 970"
24-36 koL 909" 975°
3648 855" 919" g75"
48-60 955" 912" 975"
60-72 .955" .920" a7&"
72-84 .950" .910° 970"
84-96 .940 903" 970"
96-108 940" 806" 970"
108-120 940" .900" 970"
Remarks:

Examiner: n..,.ys_t:.i'. o vEison ReVicws:. . u. Elder
/449?7&» IN1]
Level: 1i Date: 07/2 Date: Level; I Date: _08/22/05 Levei: 1li Date:
P-Scan Limited

COGEMA-SVUT-INS-007.3, Rev. 2, Altachment 6

Att. 2-52

Rev. Dec. 03, 2003




RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS

| [N11See Attached Letter From J. B. Elder

Job # Riser #
DATA REPORT 04-41 26
Location: Exam Start: Exam End:
200 EAST TANK FARM 07/25/05 0924 2040
Component ID: Examination Surface: Nominal N
104-AN ob (11D [JPANTED | Thickness:  .875
Confi tion: T0 T :
onigurstion KNUCKLE e 03 1010" | ™ AMBOF
Totat Length Examined: 474" Scan Width: 0 8“. Ref. Level Correction (Trans. Corr.): o DB
Procedure: Rev Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [1ss BJCS OTHER: N/A
File Name: Transducer:
KNUCKLE/A [ADUAL  [JsSGL  [RODEG [ ANGLE:
Ref. Point :
o cint (L) Started at end of knuckle
Yo Ref. Point H
o Ref. Point (Wo) 2" below horiz. weld
X Start X Stop Y Start Y Stop Ave. Thk. Min. Thk., Area Max. Thk.
Part#/Indication | ™ ;) (in) (in) (in) R. Lig. (in) |Reportable|  (in)
0-12 .940° 910" 970"
12-24 940" 893" 970"
24-36 935" 902" 965"
36-47.1 935" 885" 065"
Remarks:

Exalimic:. v gy Examiner: Analyst: W. n. nelson Reviewer: J. B. Elder
N1
Level: Il Date: _07/25/0 Date: Level: Il Date: _08/22/05 Level: il Date:
P-Scan Limited

COGEMA-SVUT-INS-007.3, Rev. 2, Attachment 6
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
Location; Exam Start: Exam End:
200 EAST TANK FARM 08/03/05 0635 . 1040
Component {D: Examination Surface: Nominal
104-AN oD [110 [JPAINTED | Thickness:  .875"
Confi jon: i N
onfiguration KNUCKLE '° poted  03"101.0" | ™ AMBOF
Total Length Examined: 22 8g" Scan Width: 10.4" Ref. Level Correction (Trans. Comr.): 0 DB
Procedure: Rev Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [3ss [Kcs OTHER: N/A
File Name: Transducer: .
KNUCKLE/B KIDUAL [1S6L [QO0DEG  [IANGLE: __ °

Xo Ref. Point (Lo):

Started at end weld attachment, west of 24" riser

Yo Ref. Paint (Wo): .
° " 2" below horiz. weld

X Start ]| X Stop YS@r .| YStp | Ave Thk. | Min. Thk, | Area | Max. Thk,
Part#/Indication | ™ ;) (in) (in) (in) (in) R. Lig. (i) |Reportable]  (in)
012 920" 878" 850"
12-22.89 920 883" 950
Remarks:

Stop @ first vert. weld west of weld attachment

™1] See Attached L ~*~~ =-~T ' B Fl-e-

exaiminer; ml-';.,.u. W. H. Nelson Reviewer: J. B. Elder
IN1]
Level: )i Date: _08/03 Date: Level: {ll Date: _08/22/05 Level: Il Date:
P-Scan Limited

COGEMA-SVUT-INS-007.3, Rev. 2, Attachment 6
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
Location: Exam Start: Exam End:
200 EAST TANK FARM 07/28/05 0841 1412
Component iD: Examination Surface: Nominal .
104-AN - oD 1D [JPAINTED | Thickness:  .875
Configuraion:  \NUCKLE '° e ggi101.0" | ™ AMBF
Total Length Examined: 60.06" Scan Width: 103" Ref. Level Corraction (Trans. Corr.): 0 DB
Procedure: Rev Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [3ss CS OTHER: N/A
File Name: Transducer:
KNUCKLE/C DUAL  [JsGL  DBAIODEG [ ANGLE:
Xo Ref. Point (Lo): ' .
Started at vert. weld, west of weld attachment, west of 24" riser
Yo Ref. Point 3
o Ref. Polnt (Wo) 2" below horiz. weld
X Start X Stop Y Start Y Stop Ave, Thk. Min. Thk., Area Max. Thk.

Part #/ Indication (in) {in) (in) {in) (in) R. Lig. (in) | Reportable (in)

0-12 .960" 929" 975"

12-24 .955" 920" 975"

24-36 965" 923" .880"

36-48 . ' 965" 920" .980"

48-60.06 960° 814" .880°
Remarks:
IN‘I'! Qoo Attarhed | atter Fram 1 R Fldor
EXamuics g~y v 1 wiuy [P ~Analyst: W. H. Neison Reviewer: J. B. Elder
[N1]
Level: I Date: _07/28/ Date: Level: lil Date: _08/22/05 _ | Level: il Date:
.P-Scan Limited

COGEMA-SVUT-INS-007.3, Rev. 2, Attachment 6 Rev. Dec. 03, 2003
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
DATA REPORT 04-41 26
Location: System: Exam Start: Exam End:
200 EAST TANK FARM PSP-4 08/01/05 0717 1540
Component ID: Examination Surface: Nominat "
104-AN oD [1ID [JPAINTED | Thickness: 0.8750
Configuration: TO Calibrated Temp:
oripur=ton KNUCKLE Range: 0" 10 2.5" P AMB °F
Total Length Examined: Scan Width: Ref. Level Correction (Trans. Corr):
120" 10.1" i 0 DB
Procedure: Rev. Material Type: Condition:
COGEMA SVUT-INS-007.3 2 ass CS OTHER: N/A
File Name Transducer:
/ tem #: KNUCKLE/45 [JouAL [ASGL [JODEG [RANGLE: 45

Ref. Point (Lo):
Xo Ref. Point (Lo) Started @ air slot west of east air line

Yo Ref. Point :
o Re. Point (Wo) 2" below horiz. weld

- Sizing Method Angle (deg) Reference Cal. Sheet Set-Up / File Name

1 45° SHEAR

2 60° SHEAR

3 AATT

4 DUALO°

INDICATION INFORMATION
Weld | Depth | Max. L1 Length | L2 Wi Width w2

Ind.| Method | gy | Riig. | Amp. | ) | ) | ) | ) | ) | gn) | 'mdicationType
Remarks:

No crack like indications

[N1] See Attached Letter From J. B. Elder

Examiner: Analyst: W. H. Nelson Reviewer: J. B. Elder
IN1)
Level: Il Date: 08/01/0 Date: Level; Ilf Date: 087" "5__ | Level: lil. Date:
P-Scan Limited

COGEMA-SVUT-INS-007.3, Rev. 2, Altachment 5

~ Att. 2-56

Rev. Dec. 03, 2003




RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
DATA REPORT 04-41 26
Locatlon: System: Exam Start: Exam End:
200 EAST TANK FARM PSP-4 08/02/05 0645 1447
Component ID: Examination Surface: Nominal
104-AN oD D [IPAINTED | Thickness: 0.8750"
Confi tion: TO Calibrated Ti 3
ontitraTon KNUCKLE Range: 0" 10 2.6" P AMB °F
Total Length Examined: Scan Width: Ref. Level Correction (Trans. Corr):
120" 10.1" 0 DB
Procedure: Rev. Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [3ss DICS OTHER: N/A
File Name Transducer:
/ item # KNUCKLE/45 A CIDUAL [ASGL [JODEG [RIANGLE 45"

Xo Ref. Point (Lo):

Started @ end of knuckle/45 @ 4" air slot west of east air line

Yo Ref. Point (Wq): i
° ©) 2" below horiz. weld

Sizing Method Angle (deg) Reference Cal. Sheet Set-Up / File Name
1 45° SHEAR
2 '60° SHEAR
3 AATT
4 DUALG®

INDICATION INFORMATION
Weld | Depth | Max. L3 Length | L2 Wi Width w2 ]

Ind.] Method | giie | R Uig. | Amp. | () m | ) | an) (in) (in) | Indication Type
Remarks:

No crack like indications

[N1] See Attached Letter From J. B. Elder

Analyst: W. H. Nelson

Examiner: Examiner:
Level: i Date: _08/02/05 Date:
P-Scan Limited

Level: lil Date: _08/23/05

Reviewer: J. B. Elder
[N11

Level: lli Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Attachment 5

Att. 2-57

Rev. Dec. 03, 2003




RPP-RPT-26254, Rev. 0

[N1] See Attached Letter From J. B. Elder

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
Location: Exam Start: Exam End:
200 EAST TANK FARM 07/27/05 0924 1539
Component iD: Examination Surface: Nominal
104-AN ®oD [0 CIPAINTED | Thickness:  .875"
Confi tion: T0 :
guration KNUCKLE el 03" 7101.0" | ™ AMBOF
Total Length Examined: 725" Scan Width: 6.65" Ref. Level Correctlon (Trans. Corr.): 0 DB
Procedure. Rev Material 1ype: Condition:
COGEMA SVUT-INS-007.3 2 {Jss [KICS OTHER: N/A
File Name: Transducer:
SLOT2 BIDUAL  [1sGL.  [KIODEG [T ANGLE:
Xo Ref. Point (Lo): . .
Started at second air slot , west of east air line
Yo Ref. Point (Wo): -
End of stroke @ knuckle transition from pad
. X Start X Stop Y Start Y Stop Ave. Thk. Min. Thk., Area Max. Thk.
Part # / Indication (in) (i) (in) (in) R. Lig. (in) | Reportable {in)
0-725 .960" 047" 875"
Remarks:

Examiner: W. H. Nelson Examiner: Analyst: W. H. Nelson Reviewer: J. B. Elder
IN1]
Level: fii Date: _07/27/05 Date: Level: lit, Date: _08/22/05 Level: il Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Atfachment 6

Att. 2-58
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
Location: Exam Start; Exam End:
200 EAST TANK FARM 07/27/05 0924 1539
Component ID: Examination Surface: Nominai "
104-AN oD []Ib JPANTED | Thickness:  .B75"

fi jon: 0 ibrated N
Configuration KNUCKLE ' ol 0anr0 10" | ™ AMBOF
Total Length Examined: 1.04" Scan Width: 6.65" Ref. Level Correction (Trans. Corr.): 0 DB
Procedure: Rev Material Type: Condition:

COGEMA SVUT-INS-007.3 2 [Oss [XCS OTHER: N/A
File Name: Transducer: °
SLOT7 KIDUAL  [JscL  BIODEG  []ANGLE:

Ref. Point §
Yo Rel. Polnt (o) 7th air slot , west of east air line
Yo Ref. Point :

o Ref. Foint (Wo) End of stroke @ knuckle transition from pad
A X Start X Stop Y Start Y Stop Ave. Thk. Min. Thk., Area Max. Thk.
Part #/ Indication (in) (in) {in) {in) (in) R. Lig. (in) {Reportable (in)
0-1.04 975" 955" .990"
Remarks:
[N1] See Attached Letter Fr  J. B. Elder
Examiner: W. H. Nelson Examiner: Analyst: W, H. Nelson Reviewer: J. B. Elder
INT

Level: lll Date: _07/27/05 Date: Level: Ili Date:_08/22/05 | Level: lii Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Attachment 6
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
Location: Exam Start: Exam End:
200 EAST TANK FARM 07/27/05 0924 1539
Component ID: . Examination Surface: Nominal "
' 104-AN Bob [1ib CIPAINTED | Thickness:  .875
Configuralion:  KNUCKLE '© e 03'101.0" | ™™ avB°F
Total Length Examined: 1.04" Scan Width: 6.65" Ref. Level Correction (Trans. Corr.): 0 DB
Pracedure: Rev Material Type: Condition:
COGEMA SVUT-INS-007.3 2 [Jss KICS OTHER: N/A
File Name: Transducer:
SLOT 8 BIDUAL  [1SGL BJODEG  [TJ ANGLE:

Ref. Point (Lo):
¥o Ret. Polnt L) Started at 8th air slot , west of east air line
Yo Ref. Point :

o Ref. Point Wo) End of stroke @ knuckle transition from pad
X Stant X Stop Y Start Y Stop Ave. Thk. Min. Thk., Area Max. Thk.
Part #/ Indication (in) (in) (in) (in) (in) R. Lig. (in) |Reportable (in)
0-1.04 ’ 975 .860" 980"

Remarks:

Peak data

M Se 1ed Lette J.B. _ der
l:xamlneT- wv. r. ivelson PR | o4 Analyst: W. H. Nelson Reviewer: J. B. Eider

/II_Z 7 7/74 ’ / d ’é)?/’ -

Level: 1li Date: 07/27/05 Date: Level; it Date: 08/22/05 _ | Level: lll_ Date:

COGEMA-SVUT-INS-007.3, Rev. 2, Allachment &
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
DATA REPORT 04-41 26
Location: Exam Start: Exam End:
200 EAST TANK FARM 07/27/05 0924 1639
Component ID: Examination Surface: Nominal N
104-AN 0D_[11D [JPAINTED | Thickness:  .875

Confi tion: T 2

onfiguration KNUCKLE '° aed 03"101.0" | ™™ AMBOF
Total Length Examined: 1.036" Scan Width: 6.65" Ref. Level Correction (Trans. Corr.): 0 DB
Procedure: Rev Material Type: Condition:

COGEMA SVUT-INS-007.3 2 [1ss BICS OTHER: N/A
File Name: Transducer:
SLOT 9 KIDUAL  [1S6L 0DEG __ [JANGLE:
Ref. Point (Lo):

%o Ref. Point (Lo} Started at 9th air slot , west of east air line
Yo Ref. Point :

o Ref. Polnt (Wo) End of stroke @ knuckie transition from pad

X Start X Stop Y Start Y Stop Ave. Thk. | Min. Thk., Area Max. Thk.
Part #/ Indication () (in) (in) (in) (in) R.Lig. (in) |Reportable|  {in)
0-1.036 .970° .954" 890"

Remarks:

Peak data

[N1] &~~ Attached Let'~~ =-om J. B. Eld~~
Examiner. vv. H. Nelson cxaminer; Aliasyar. W. H. Nelson reviewer. J. B. Eloer

wkna_ N1}

Level: Jll. Date: _07/27/05 Date: Level: Ili Date: 08/22/05 | Level: il Date:
COGEMA-SVUT-ING-007.3, Rev. 2. Attachmani 6 Rev. Dec. 03, 2003
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
CALIBRATION SHEET 04-41 26
Location: System: Calibration
200 EAST TANK FARM y 104-AN Block: 444-99-30-004
Procedure: Rev. Thickness: Material:
COGEMA SVUT-INS-007.3 2 0.3"t01.0"| o Carbon Steel
"UT System: Senial No. Reference
yeie PSP-4 201 Blok: NIA
Software Version: Rev. Thickness: Material:
P-SCAN Sys. 4 1.3 2 N/A N/A
Uine Due Date: Reference Block Temp:
arty 09/30/2005 P AMB °F
Scanner Type: Serial No. Couplant: Batch No.
P& Awssd enalNo- 250 P Water NIA
Scanner Cable: : Cable Length:
COAXIAL oth 80 Feet
Signal Cable: Cable Length:
9 COAXIAL ot 80 Feet
Transducer Freq. Angle Wedge
Channel Make Model (MHz) Size Serial No. (deg) Type
1 KB MSEB 5 D2MM 02005 0
2 KB MSEB 5 8x2MM 01939 0
3
4
INITIAL CALIBRATION CALIBRATION CHECKS
DATE: 08/28/05 06/28/05 06/28/05 06/28/05 07/13/05 07/13/05 07/43/05 07/13/05
TIME: 0903 0908 1340 1340 0735 0740 1442 1445
REFLECTOR: 3%1.0" 3%1.0" 3-1.0" 3%1.0" 3"1.0" 3%1.0° 3%1.0" .3%1.0"
CH. 1 THK. 1 302" 298" 298" 285" 299" 299" 285" 299"
) THK. 2 1.00"/0db 1.00"/0db .996"1db .996"/0db 1.00°/0db 1.00"/0db 1.00"/0db 1.00"/0db
CH.2 THK. 1 302" 302" 298" 298" .299° 299" 292" 299"
) THK. 2 1.00"/0db 1.00"/0db .966"/0db .996"/0db 1.007/0db 1.00"/0db .993"/0db | 1.00"-1db
CH.3 THK. 1 302" 3027 .298" 298" 299" 299" 295" 299"
‘ THK. 2 1.00"/0db 1.00"/0db .8996"/0db .986"/0db 1.00"/0db 1.00"/0db .996"/0db 1.00"/0db
THK. 1
CH.4
THK. 2
EXAMINER: WHN WHN WHN WHN WDP WDP WNH W i
Remarks:
CAL.T
Examiner: Examiner: W. H. Nelson Reviewer: W. H. Nelson
LD Lepe LT Dy
Level: Il Date: 2005 Level: Il Date: 6/28/05 Level: I} Date: & [,23 ) o5
P-Scan Limited

COGEMA-SVUT-INS-007.3, Rev. 2, Attachment 1
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
CALIBRATION SHEET 04-41 26
Location: System: Calibration
%% 200 EAST TANK FARM YT 104-AN | “Biode | 444-99-30-004
P dure: Rev. Thickness: al:
oo COGEMA SVUT-INS-007.3 ¥ KIS 0.3" 10 1.0 | M@ 0 orbon Steel
uT : Serial No. Reference
System:  pgpy erial No 201 s N/A
Software Version: Rev. Thickness: Material:
onware Teln: p.SCAN Sys. 4 1.3 ¥ e NIA N/A
Linearity Due Date: 09/30/2005 Reference Block Temp: AMB OF
S Type: i . Couplant: Batch No.
canner e aws-sd | SeINe 5o oWPEM \Water e NIA
Scanner Cable: COAXIAL Cable Length: 80 Feet
Si | Cable: Cable Le N
fona COAXIAL =ble Length 80 Feet
Transducer Freq. : Angle Wedge
Channel Make Model (MHz) Size Serial No. (deg) Type
1 KB MSEB 5 8x2MM 01997 0
2
3
4
INITIAL CALIBRATION CALIBRATION CHECKS
DATE: 06/23/05 06/23/05 06/27/05 06/27/05
TIME: 0855 2020 1420 2047
REFLECTOR: 310" .3%1.0" 3"1.0" 3%4.0"
. 1 THK. 1 ..209" 299" .302" .302"
Tl THK 2 1.0070db | .897"/-1db | 1.00%0db | 1.001%/0db
Ch.2 THK. 1 .299" .205" .302" .302°
) THK. 2 1A.00"IOdb 997"-1db | 1.00"/0db | 1.001“/0db
CH.3 THK. 1 298" 295" 302" 302"
T ITHR 2 1.00%0db | .997"-1db | 1.00%0db | 1.004'/1db
THK. 1
CH. 4
K2 | R S |
EXAMINER: WDP | WDP | WDP | WDP 1 1
Remarks: ’
CAL.T1
Examiner: W. Examiner: Reviewer: W. H. Nelson

wb@ib\u

//C@ﬂ//o

Level: i Date: 6/23 &Q@s Level: Date:
P-Scan Limited

Level: Il Date: s /23 /0'5'

COGEMA-SVUT-INS-007.3, Rev. 2, Attachment 1
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
CALIBRATION SHEET 04-41 26
Location: stem: Calibration
200 EASTTANKFARM | ™ 104-aN | “Boce  444-99-30-004
Procedure: Rev. Thickness: Material:
COGEMA SVUT-INS-007.3 03"to1.0"| "o Carbon Steel
uTt em: i Serial No. Reference
Syst PSP-4 405 Block: NIA
Software Version: Rev. Thickness: Material:
P-SCAN Sys. 4 1.3 2 N/A N/A
Linearity Due Date: Reference Lruk Temp:
" 09/30/2005 P AMB °F
Scanner Type: Serial No. Couplant: Batch No.
Y AGS-2 erialNo. 401 PET Water N/A
Scanner Cable: Cable Length:
merCeble:  CoAXIAL T 400 Feet
Signal Cable: Cable Length:
¢ COAXIAL oth 100 Feet
Transducer Freg. . Angie Wedge
Channel Make Model (MHz) Size Serial No. (deg) Type
1 KB MSEB 5 8x2MM 02003 0
2
3
4
INITIAL CALIBRATION CALIBRATION CHECKS
DATE: 07/12/05 0711205 07/13/05 07/13/05 07/14/05 07114105 07/18/05 07/18/05
TIME: 1335 1942 0813 1430 0956 2224 0903 2046
REFLECTOR: 3%1.0" 3"1.0" 3%1.0" 310" 3"1.0" 3"1.0" 3"1.0" .3%1.07
CH. 1 THK. 1 303" 298" 303" 303" 301" 301" .303" 298"
’ THK. 2 1.00"/0db 997" 11db 1.00%0db 1.00"2db 1.00°/0db .997"/0db 1.00%0db | .9977/-2db
CH. 2 THK. 1 303" 298" 303" 303" .303" 301 303" 298"
’ THK. 2 1.00%/0db 997"11db 1.00"0db 1.00°/2db 1.00"/0db .997°/0db 1.0070db | .997"/-2db
CH.3 THK. 1 298" 297" 303" .303" 298" 296" 303" 298"
) THK. 2 1.00"/0db 997"11db 1.00"/0db 1.00"2db 1.00"/0db .997"/0db 1.00"/0db | .995"/-2db
THK. 1
CH. 4
THK. 2
EXAMINER: WHN WHN WHN WHN WHN WHN WHN WHN
—I 1arks:
CAL.T2
Examiner: W. H. Nelson Examiner: Reviewer: W, H. Nelson
P Dren L) X e
Level: Ill Date: 7/12-18/05 Level: Date: Level: lll Date: 3
- s(zz2/0s

COGEMA-SVUT-INS-007.3, Rev. 2, Attachment 1
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
CALIBRATION SHEET 04-41 26
Location: tem: Calibration
200 EAST TANKFARM | ™™ 104AN | “oner”  444-99-30-004
Procedure: Rev. Thickness: Material:
COGEMA SVUT-INS-007.3 2 0.3"to 1.0" " Carbon Steel
UT System: Serial No. Reference
et PSP-4 201 Block: N/A
Software Version: Rev. Thickness: Material:
P-SCAN Sys. 4 1.3 2 N/A N/A
Linearity Due Date: Reference Block Temp:
Fhy 09/30/2005 P AMB °F
Scanner Type: Serial No. Couplant: Batch No.
P AWSSD ® 310 P Water N/A
Scanner Cable: Cable Length:
. COAXIAL ength 80 Feet
whal Lauie: Cable Length:
¥ COAXIAL ot 80 Feet
Transducer Freq. Angle Wedge
Channel Make Model (MHz) Size Serial No. (deg) Type
1 KB MSEB 5 H2MM 01997 0
2 KB MSEB 5 8H2MM 02005 0
3
4
INITIAL CALIBRATION CALIBRATION CHECKS
DATE: 07/18/05 07/18/05 07/18/05 07/18/05 07/19/05 07/19/05 07/19/05 07/19/05
TIME: 0820 0828 1935 1840 0725 0730 1441 1443
REFLECTOR: .3°1.0" 3%1.0" 3%1.0" .3"1.0" 3%1.0" 310" 310" .3"1.0"
CH. 1 THK. 1 295" 299" 303" 303" 299" 303" 292" 298"
) THK. 2 1.00"/0db 1.00"/0db 1.00%2db | .996"/-1db 1.00"0db | .1.00"/0db .893%/1db .989"11db
CH.2 THK. 1 295" 299" 299" 299" 209" 299" 292" 292"
) THK. 2 1.00"/0db 1.00"/0db 986"2db | .996"/-1db | 1.00"/0db 1.00"/0db .993"/1db 993"1db
CH.3 _l"H_K1 295" 299" .299° 295" 303" 303" 299" 292"
) THK. 2 1.00"/0db 1.00"/0db | 1.004"/2db | .993%/-1db | 1.00"/0db 1,00"/0db .993"/0db .893%1db
THK. 1
CH. 4 .
THK. 2
EXAMINER: WDP WDP WDP WDP WDP WDP WDP _WDP
Remarks:
CAL.T3
Examiner: wxaminer: Reviewer: W. H. Nelson
[ Y -3 / / /&L) 772 / .
Level: 1l Date: 7/18 /05 Level: Date: Level: ili Date: 8 /
P-Scan Limited ?3/ a5

COGEMA-SVUT-INS-007.3, Rev. 2, Attachment 1

Att. 2-65

Rev. Dec. 03, 2003




RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
CALIBRATION SHEET 04-41 26
Location: System: Calibration
200 EAST TANK FARM Y 104-AN Block: . 444-99-30-004
Procedure: : Rev. Thickness: Material:
COGEMA SVUT-INS-007.3 2 0.3"to 1.0" "@ Carbon Steel
UT System: Serial No. Referenvc
PSP-4 206 Block: N/A
Software Version: Rev. Thickness: Material:
P-SCAN Sys. 4 1.3 2 N/A N/A
Linearity Due Date: Reference Block Temp:
" 10/30/2005 P AMB °F
Scanner Type: Serial No. Couplant: Batch No.
e awssp | SoRINe 549 P Water N/A
Scanner Cable: Cable Length:
e COAXIAL o 80 Feet -
Signal Cable: Cable Length:
o COAXIAL ot 80 Feet
Transducer Freg. . Angle Wedge
Channel Make Model (MHz) Size Serial No. (deg) Type
1 KB MSEB 5 92MM 02005 0
2
3
4
INITIAL CALIBRATION CALIBRATION CHECKS
DATE: 07/25/05 07/25/05 07/26/05 07/26/05 07/27/05 07/27/05 07/28/05 07/28/05
TIME: 0924 2040 o721 1440 0924 1539 0841 1412
REFLECTOR;: 3™1.0" 3-1.0" 3%1.0" .31.0" 3-1.0" 3%1.0" 3%1.0" .371.0"
CH. 1 THK. 1 303" 306" 303" 299" 303" 295" 299" 299"
’ THK. 2 1.00"/0db | 1.004"/-2db | 1.00"0db | 1.00%/-2db 1.00"0db | .1.00%/-2db | 1.00"/0db .996"/0db
CH. 2 THK. 1 303" .306" 303 .303" .303" 299" 299" 299"
' THK. 2 1.00/0db | 1.004"/-1db | 1.00%0db | 1.00"-2db | 1.0070db | 1.00%-2db | 1.00"/0db .996"/-1db
CH.3 THK. 1 299" 299" 303" 303" 303" 299" 299" 299"
) THK. 2 1.00"0db | 1.00"-1db | 1.00%70db | 1.004%/-2db | 1.00"/0db | .996"/-2db 1.00"/0db | 1.00"/-1db
THK. 1
CH. 4
THK. 2
EXAMINER: WDP WDP WDP WDP WHN WHN WDP WDP
Remarks:
CAL.T4
Examiner: W. D. PE ‘\ Examiner: W. H. Neison Reviewer: W. H. Nelson
WIS Y W S, (T dt
Level: li Date: 7/25-28/0 Level: Iil. Date: 7/27/05 Level: lil Date: -
L Q - a8 / Z 3/ O
P-Scan Limited
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
CALIBRATION SHEET 04-41 26
Location: System: Calibration
200 EAST TANK FARM 4 104-AN Block: 444-99-30-004
Procedure: Rev. Thickness: Material:
COGEMA SVUT-INS-007.3 2 0.3"t04.0"| " Carbon Steel
UT System: Serial No. Reference
yste PSP-4 405/201 Block: N/A
Software Version: Rev. Thickness: Material:
P-SCAN Sys. 4 1.3 2 N/A N/A
Linearity Due Date: Reference Block Temp:
i 09/30/2005 ‘ P AMB °F
Scanner Type: Serial No. Couplant: Batch No.
we sralte- 4011310 P Water N/A
Scanner Cable: Cable Length:
COAXIAL gth 100 Feet
Signal Cable: Cable L 3
lona COAXIAL able Length 100 Feet
Transducer Freg. . Angle Wedge
Channel Make Model (MHz) Size Serial No. (deg) Type
1 KB MSEB 5 8x2MM 02003 0
2
3 *KB MSEB 5 M2MM 02005 0
4
~ INITIAL CALIBRATION CALIBRATION CHECKS
DATE: 07/19/05 07/19/05 07/20/05 07/20/05 07/21/05 07/21/05 07/21/05 07/21/05
TIME: 0815 1430 0835 2016 0814 1355 0743 1350
REFLECTOR: 37107 .3"1.0" 3~1.0" 3™1.0" 3™~1.0" 3"1.0" 3~1.0" 3"1.0"
CH. 1 THK. 1 303" 305" 301" 303" 298" 301" 302" 302"
) THK. 2 1.00"0db | 1.002%-1db | 1.00%/0db | 1.005"/-1db | 1.00%0db | 1.00"-2db | 1.00"/0db .991"/0db
CH. 2 THK. 1 303" 305" 301" 303" 301 301" 299" 302"
) THK. 2 1.00"/0db } 1.002"-1db | 1.00%0db | 1.005*/-1db | 1.00"/0db | 1.00"-2db | 1.00"/0db .994"/0db
CH. 3 THK. 1 303" 305" 301" 208" 298" 301" 3027 306"
) THK. 2 1.00"/0db | 1.005"/-1db | 1.00"/0db .997%/0db 1.00"/0db 1.00%-2 1.00"/0db .997"/0db
THK. 1
CH.4
THK. 2
CYAMINER: (LY. 21N VAN WHN ARIURT \AfLINE WHN WD N
i nr:muu\a.‘— - - -
CAL.T5
*Transducer #02005 used on 7/21/05 by WDP
Examiner: Examiner; W. H. Nelson Reviewer: W. H. Nelson
/
(E T et 2y
Level: II  Date: 7/21/0 Level: lii Date: 7/19-21/05 Level: il Date: & [’Z, / _
P-Scan Limited 3(0%
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC THICKNESS Job # Riser #
CALIBRATION SHEET 04-41 26
Location: stem: Calibration
200 EAST TANK FARM o 104-AN l?.lm:k:o 444-99-30-004
Procedure: Rev. Thickness: terial:
COGEMA SVUT-INS-007.3 2 0.3"t01.0" | ™™™ Carbon Steel
uUT s : Serial No. Referen
VT pgp4 eriatNo 201 o N/A
Software Version: Rev. Thick 3 Material:
WRre Ve P_SCAN Sys. 4 1.3 * 2 e NIA aen N/A
Linearity Due Date: 09/30/2005 Reference Block Temp: AMB °F
Si Type: . Couplant: Batch No.
canner e aws-sd | SeNe- 349 OUPRIE \Water *  NA
S Cable: Cable L 3
canner Cable:  COAXIAL able Length 80 Feet
Signal Cable: Cable L .
o COAXIAL able Length 80 Feet
Transducer Freq. . Angle Wedge
Channel Make Model (MH2) Size Serial No. (deg) Toma ]
1 KB MSEB 5 8x2MM 01939 0
2
3 *KB MSEB 5 8x2MM 02005 0
4
INITIAL CALIBRATION CALIBRATION CHECKS
DATE: 07/14/05 07/14/05 08/03/05 08/03/05
TIME: 0755 1857 0635 1040
REFLECTOR: 3%1.0" "-1.0" "~1.0" "-1.0"
CH. 1 THK. 1 302" 299" 299" 299"
) THK. 2 1.00"/0db | 1.001"2db 1.00%0db | .996"/-2db
CH. 2 THK. 1 302" 299" 299" 295"
) THK. 2 1.00"/0db 9977/2db 1.00"~0db | .993"/-1db
CH.3 THK. 1 302" 3027 289" 295"
) THK. 2 1.00"/0db | 1.001"/2db { 1.00"/0db | .996"/-1db
THK. 1
CH.4
THK. 2
EXAMINER; WDP WDP WDP WDP
irks:
CAL.T6
*Transducer #02005 used on 8/3/( .
Examlner vv Examiner: Reviewer: W. H. Neison
U-% ' / o
Level: Il Date: 7/14&8/3/ Level: Date: Level: liI Date: 9/ 22 / pe
P-Scan Limited
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
CALIBRATION SHEET 04-41 26
Location: stem: Calibration
200 EAST TANK FARM o 104-AN Block: 444-99-30-001/002
Procedure: Rev. Thickness: Material:
COGEMA SVUT-INS-007.3 2 1.0" Carbon Steel
UT System: Serial No. Reference
et PSP4 201 Block: N/A
Software Version: Rev. Thickness: Material:
P-SCAN Sys. 4 1.3 2 N/A ? N/A
Linearity Due Date: 06/30/2005 Reference Block Temp: AMB °F
Scanner Type: ! Serial No. Couplant: Batch No,
P aws-5d 310 g Water y N/A
Scanner Cable: Cable Length:
COAXIAL : oth 80 Feet
Signal Cable: Cable Length:
9 COAXIAL oth 80 Feet
Transducer Freq. e Angle (deg) Wedge
Channel Make Model (MHz) Size Serial No. Nom. / Act. Type
1 KB MWB 4 8x8mm 03242 45
2 KB MWB 4 BxOmm 03286 45
3 *KB MWB 4 8XSMM 3132 45
4 *KB MWB 4 8XOMM 03247 45
INITIAL CALIBRATION CALIBRATION CHECKS
DATE: 06/23/05 06/23/05 06/27/05 06/27/05 07/21/05 07/21/05
TIME: 0805 2025 1435 2053 0750 1356
REFLECTOR/ .050" .050" 050" 050" 050" .050"
ORIENTATION: Notch Notch Notch Notch Notch Notch
CH. 1 AMPLITUDE | 80%/0db 80%/-2db 80%/0db 80%/1db 80%/0db 80%/-1db
) LOCATION 1.414" 1.414" 14147 1.404" 1.414% 1414
CH. 2 AMPLITUDE 80%/0db 80%/-2db 80%/0db 80%/0db 80%/0db 80%/2db
’ LOCATION 1414 1.407" 1.414" 1.411" 1.414" 1.418°
AMPUITUDE
CH.3
LOCATION
AMPLITUDE
CH. 4
LOCATION .
SEYARMNEDR- 1AIMD \AMD AmMmD WAMD WmnD 1IAMD
CAL.P
*Transducer #3132 & 03247 used on7/21/05
Examiner. W. D. P Examiner: Reviewer: W. H. Nelson
WD 73745
Level: Il Date: 6/23-27/0 Level: Date: Level: il Date: _
P-Scan Limited & / Z 3/ 05
COGEMA-SVUT-INS-007.3, Rev. 2, Attachment 3 Rev. Dec. 03, 2003
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
CALIBRATION SHEET | - 04-41 26
Location: em: Calibration
200 EAST TANK FARM Syt 104-AN -Block: 444-99-30-001/002
Procedure: Rev. Thickness: Material:
COGEMA .SVUT-INS-0073 2 1.0" Carbon Steel
UT System: Serial No. Reference
S PSP-4 201 Bk N/A

" Software Version: Rev. Thickness: - Material:

1 P-SCAN Sys. 4 1.3 "2 - "NIA N/A
Linearity Due Date: Reference Block Temp:

"t' 06/3012005 ¢ P AMB °F
Scanner Type: Serial No. Couplant: Batch No.
P AwWsBd | 310 P YNater ®“  NA

1 Scanner Cable: able Length:

Signal Cable: Cable Length:
Fga COAXIAL able Longth 80 Feet
Transducer Freq. Angle {deg) Wedge
Channel Make Model (MHz). Size Serial No. |\ o/ Act. Type
1 KB MWB 4 8x9mm 03333 45
2 KB MWB 4 Bx8mm _ 03329 45
3
4
INITIAL-CALIBRATION GCALIBRATION CHECKS

| DATE: 07/18/05 07/18/05 07/19/05 07/19/05 | 07/20/05 07/20/05 07/21/05 07/21/05
THME: 0916 2051 0820 1433 0845 2019 0819 $400-
 REFLECTOR/ 050" 050" .050" 050" . 050" 050" 050" 050"

§ ORIENTATION: Notch Notch Notch Notch Notch Notch . Notch Notch
CH. 4 ANPLITUDE | 80%/0db 80%/1db | 80%/0db 80%/0db 80%/0db 80%J0db 80%/0db 80%/-tdb
o LOCATION 1.414" 1.391" 1414 1.413" 1414" 1.405" 1414 1.396"
oH.2 AMPLITUDE | 80%/0db 80%/1db 80%/0db 80%J/1db 80%/0db 80%/-1db _SO%IOdb .SO%IOdb

) ‘LGCATION 1414 1.421" 1.414" 1.398" 1.444" 1401 1.414" 1.396"
AMPLITUDE
CH.3
- LOGATION
AMPLITUDE

FCH.4
v LOCATION
EXYAMINER- ARHN AN JLY, X §] AN WM AAZIAL VAR AAILINL

| caLpt
. Examiner. W..H. Nelson Examiner: | Reviewer: W. H. Nelson .

LT e I fr |

| Level: I Date: 7/18-21/05 Level; Date:; Level: jii Date: 2 o

gl23)as
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
CALIBRATION SHEET 04-41 26
Location: S . Calibrati
0caton: 00 EAST TANKFARM | "™ 104AN | “onae™  444-09-30-001/002
Procedure: Rev. Thickness: Material:
rocetl®: COGEMA SVUT-INS-007.3 ) e o " Carbon Steel
UT System: Serial No. Reference
PSP4 201 Block: N/A
Software Version: Rev. Thickness: Material:
Sorware Ve p.SCAN Sys. 4 1.3 ) e NIA e N/A
’ Linearity Due Date: 09/30/2005 Reference Block Temp: AMB °F
S Type: Serial No. Couplant: Batch No.
canner Type AWS-5d erial No 310 ouplal Water a [} N/A
Sc Cable: Cable Length:
ahner Cable:  COAXIAL able Length 80 Feet
Signal Cable: Cabie Length:
gnai 8 COAXIAL able Length 80 Feet
Transducer Freq. Angle (deg) Wedge
Channel Make Model (MH2) Size Serial No. Nom. / Act. Type
1 KB MWB 4 8xOmm 03334 45
2 KB MWB 4 8x9mm 3142 45
3 KB MWB 4 8XOMM 03247 45
4 _KB MWB 4 BXIMM 3140 45
INITIAL CALIBRATION CALIBRATION CHECKS
DATE: 06/30/05 | 05/30/05
TIME: 0925 1305
REFLECTOR/ 050" 050"
ORIENTATION: Notch Notch
CH1 AMPLITUDE | 80%/0db | 80%/0db
" | LocATION 1.414" 1.414"
AMPLITUDE | 80%/0db | 80%/0db
CH.2
LOCATION 1.414" 1.414"
AMPLITUDE | 80%/0d | 80%/-1db
CH.3
LOCATION 1.414" 1414
CH.4 AMPLITUDE | 80%/0db | 80%f2db
" | LocaTion 1.414" 1.414"
AMINER: woP v
Remarks:
CAL.P2
Examiner: W.D. Examiner: Reviewer: W. H. Neison
VAN b
Level: JI  Date: 6/30/05\) | Level: Date: Level: jli Date: { Jos
P-Scan Limited glz3los
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
CALIBRATION SHEET 04-41 26
Location: System: Calibration
200 EASTTANKFARM | 0" 104-AN Block: | 444-99-30-001/002
Procedure: Rev, Thickness: Material:
COGEMA SVUT-INS-007.3 2 1.0" Carbon Steel
uT em; Serial No. Reference
Syst PSP-4 201 Block: N/A
Software Version: Rev. Thickness: Material:
P-SCAN Sys. 4 1.3 2 ° N/A ? N/A
Linearity Due Date: 09/30/2005 Reference Block Temp: AMB OF
Scanner Type: Serial No. Couplant: Batch No.
P& Aws-5d 310 g Water N/A
Scanner Cable: Cable L :
e COAXIAL able Length 80 Feet
Signal Cable: Cable Length:
bonal Ca COAXIAL ble Length 80 Feet
Transducer Freq. . Angle (deg) Wedge
Channel Make Model (MH2) Size Serial No, Nom. / Act. Type
1 KB MwB 4 __Bx9mm 03327 45
2 KB MWB 4 8x9mm 3132 45
3 KB MWB 4 8XOMM 03334 45
4 _KB MWB_ 4 8XOMM 03247 45
INITIAL CALIBRATION CALIBRATION CHECKS
DATE: 07/20/05 07/20/05
TIME: 0906 2015
REFLECTOR/ 050" .050"
ORIENTATION: Notch Notch
CH. 1 AMPLITUDE 80%/0db 80%/0db
" | LocaTION 1.414" 1.414"
AMPLITUDE 80%I/0db 80%/0db
CH.2
LOCATION 1414" 1414
AMPLITUDE 80%/0d 80%/-2db
CH.3
LOCATION 1414 1.414"
CH. 4 AMPLITUDE 80%/0db 80%/-1db
" | LocaTioN 1.414" 1.405"
Reinans,
CAL.P3
Examiner: W. D.@dy Examiner: Reviewer: W. H. Nelson
Level: il  Date: 7/20/0 Level: Date: 1 Level: llI. Date: e / 23 / 0
P-Scan Limited 5
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
CALIBRATION SHEET 04-41 26
Location: System; Calibrati
ocato™: »00 EAST TANK FARM Y 104-AN | “ Bk " 444-99-30-001/002
P dure: Rev. Thickness: Material:
roceere COGEMA SVUT-INS-007.3 Vg S 0 Senat Carbon Steel
UT System: Serial No. Ref
S eral No 405 Block: N/A
Software Version: Rev. Thickness: Material:
oftware Vereion: b SCAN Sys. 4 1.3 5 fokness:  NIA pteria N/A
Linearity Due Date: 09 /30/2005 Reference Block Temp: AMB °F
S Type: Serial No. Couplant: Batch No.
canner e AGS-2 = 401 PR Water No A
S Cable: Cable L .
e e COAXIAL able Length 100 Feet
Signal Cable: Cabie L :
gnal Cable COAXIAL able Length 100 Feet
Transducer Freq. . . Angle (d Wed
Channel Make Model (MH(;) Size Serial No. No?n.l( :ci) T ypge
1 KB ___MWB 4 8x9mm 3142 45
2 KB MWB 4 BxOmm 3140 45
3
4
INITIAL CALIBRATION CALIBRATION CHECKS
DATE: 07/13/05 07/13/05
TIME: 0809 1436
REFLECTOR/ 050" 050"
ORIENTATION: |  Notch Notch
CH. 1 AMPLITUDE 80%/0db 80%/-2db
’ LOCATION 1.414" 1.407°
AMPLITUDE 80%/0db 80%/-2db
CH. 2
LOCATION 1.414" 1.398"
AMPLITUDE
CH. 3
LOCATION
AMPLITUDE
CH. 4
LOCATION
T T"AMINER: WHN WHN
Remarks:
CAL.P4
Examiner; W. H. Neison Examiner: Reviewer: W. H. Nelson
Z// H’?ﬁ&/w Mﬂ)
Level: Il Date: 7/13/05 Level: Date: Level: I Date: .
. = —_— - Blzz ,Q‘?
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RPP-RPT-26254, Rev. 0

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
CALIBRATION SHEET 04-41 26
Location: System: Calibration
o 200 EAST TANK FARM YEIem: 1 04-AN Block | 444-99-30-001/002
P dure: Rev. Thickness: Material:
rooetir® COGEMA SVUT-INS-007.3 g =40 ST Carbon Steel
UT System: Serial No. Referen
yste PSP-4 ° 206 Block. N/A
Software Version: Rev. Thick N Material:
oware VeI p_SCAN Sys. 4 1.3 ™2 e NIA ere N/A
Linearity Due Date: 10/30/2005 Reference Block Temp: AMB °F
S Type: Serial No. Couplant: Batch No.
camner P Aws-5d * 300 P Water *  NA
[ Cable: Cabie Length:
canner Cable:  COAXIAL ength 80 Feet
Signal Cable: Cable Length;
fonal Ca COAXIAL able Length 80 Feet
Transducer Freq. . Angle (deg) Wedge
Channel Make Model (MHz) Size Serial No. Nom. / Act. Type
1 KB MWRB 4 8xBmm 3132 45
2 KB MWB 4 8x8mm 03333 45
3
4
INITIAL CALIBRATION CALIBRATION CHECKS
DATE: 08/01/05 | 08/01/05 | 08/02/05 | 08/02/05
TIME: 0717 1540 0645 1447
REFLECTOR/ 050" .050” .050" .050"
ORIENTATION: Notch Notch Notch Notch
CH. 1 ampLITUDE | 80%/0db | B0%/idb | 80%/0db | 80%f2db
" | LocATION 1.414" 1.400" 1.414" 1.403"
cH.2 AMPLITUDE | 80%/0db | B80%/tdb | 80%/0dd | 80%/0db
"™ | LocaTiON 1.414" 1.408" 1.414° 1.413"
AMPLITUDE
CH.3
LOCATION
AMPLITUDE
CH. 4
LOCATION
AMINER: WDP WDP WDP WDP
Remarks:
CAL.P5
Examiner: W. urdy \ Examiner: Reviewer: W. H. Neisun
‘l)i) . L‘ ZI@ZZE:
Level: Il Date: 8/1&2)08) Level: Date: Level: Jll. Date: 5/2 ?/ e
P-Scan Limited

COGEMA-SVUT-INS-007.3, Rev. 2, Attachment 3

Att. 2-74

Rev. Dec. 03, 2003




RPP-RPT-26254, Rev. 0

Att. 2-75

AUTOMATED ULTRASONIC P-SCAN Job # Riser #
CALIBRATION SHEET 04-41 26
Location: ‘ System: Calibration
200 EAST TANK FARM Y 104-AN Block:  444-99-30-001/002
Procedure: Rev. Thickness: Material:
COGEMA SVUT-INS-007.3 1.0" Carbon Steel
UT System: Serial No. Reference
¥ PSP-4 201 Block: N/A
Software Version: Rev. Thickness: Material:
P-SCAN Sys. 4 1.3 2 N/A N/A
L ity Due Date: Reference Block Temp: :
nesrtyDue DRI 0or30r2005 elerence Block TemP:  AMB °F
Scanner Type: Serial No. Couplant: Batch No.
P AWS-5d 310 g Water | N/A
Scanne: wable: Cable Length:
canne: wable C OAXIAL oth 80 Feet
Signal Cable: Cable Length:
onalGable:  CoAXIAL oth 80 Feet
Transducer Freq. . Angle (deg) Wedge
Channel Make Model (MHz) Size Serial No. Nom. / Act. Type
1 KB MWB 4 8xo9mm 23200 60
2 KB MWB 4 8xSMM 21856 60
3
4
INITIAL CALIBRATION - CALIBRATION CHECKS
DATE: 07/13/05 07/13/05 07/18/05 07/18/05 07/19/05 07/19/05 06/28/05 06/28/05
TIME: 0750 1452 0840 1945 0746 1448 0918 1343
REFLECTOR/ 050" 050" 050" 050" 050" .050" .050" .050"
ORIENTATION: Notch Notch Notch Notch Notch Notch Notch Notch
OH. 1 AMPUTUDE | 80%/0db 80%/0db 80%/0db 80%/1db 80%/0db 80%/1db 80%/0db 80%/1db
’ LOCATION 2.00" 1.985" 2.00" 1.990" 2.00" 1.985" 2.00" 1.989"
CH.2 AMPLITUDE { 80%/0db 80%/2db 80%/0db 80%/0db 80%/0db 80%/1db 80%/0db 80%/1db
’ LOCATION 2.00% 1.980" 2.00" 1.985" 2.00" 1.981" 2.00" 1.985"
AMPLITUGE
CH.3
LOCATION
AMPLITUDE
CH. 4
LOCATION
AM,NER: [Y.Yin'=} v } Wnn TAMNM ALY N 1AM LAILIAE AN
 Remarks: B )
CAL.P6
Examiner. W. 0. rdy Examiner: W. H. Nelson Reviewer: W. H. Nelson
wWd [T Lot _LIT ol
Level: I Date: 7/13-19 Level: Jil_ Date: 6/28/05 Level: il Date: . "
P-Scan Limited 2 /2 gjb
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JBNDT
P.O. Box 360
Jackson, SC. 29831
706.829.1245
email: jbndt @ yahoo.com

August 22, 2005

COGEMA Engineering Corp.
2425 Stevens Center
Richland, WA. 99352

This letter is to certify that I have reviewed the P-scan automated ultrasonic data from
Hanford waste tank 241-AN-104. The data was collected by Mr. Nelson and Mr. Purdy
June 23" through August 3. 2005. ‘The data is acceptable. The data from the vertical
walls, vertical welds, horizontal weld, bottom knuckle of the primary wall, liquid to air
interface and slots was analyzed to the requirements of COGEMA procedure SVUT-INS-
007.3 Revision 2.

" There are no reportable indications. No cracking, reportable pitting or thinning was
detected in any of the areas examined.

Bt

es B. Elder
ASNT ACCP UT Level ITI Certificate # 15358
JBNDT, PO Box 360 Jackson, SC. 29831, jbndt@yahoo.com

CC:  Mr. W.H. Nelson - COGEMA
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Summary

COGEMA Engineering Corporation (COGEMA), under a contract from CH2M Hill Hanford Group
(CH2M Hill), has performed an ultrasonic examination of selected portions of Double-Shell Tank 241-
AN-104. The purpose of this examination was to provide information that could be used to evaluate the
integrity of the wall of the primary tank. The requirements for the ultrasonic examination of Tank 241-
AN-104 were to detect, characterize (identify, size, and locate), and record measurements made of any
wall thinning, pitting, or cracks that might be present in the wall of the primary tank. Any measurements
that exceed the requirements set forth in the Engineering Task Plan (ETP), RPP-22571 (Jensen 2004) and
summarized on page 1 of this document, are reported to CH2M Hill and the Pacific Northwest National
Laboratory (PNNL) for further evaluation. Under the contract with CH2M Hill, all data is to be recorded
on disk and paper copies of all measurements are provided to PNNL for third-party evaluation. PNNL is
responsible for preparing a report(s) that describes the results of the COGEMA ultrasonic examinations.

Examination Results

The results of the examination of Tank 241-AN-104 have been evaluated by PNNL personnel. The
ultrasonic examination consisted of two 15-in. wide (on some plates the scan was 17-in. wide) scan paths
over the entire height of the tank and the heat-affected zone (HAZ) of four vertical welds and one
horizontal weld. The examination also included one horizontal scan path in the liquid/air interface region
on Plate #1, examination of the upper portion of the knuckle region, and 4 areas of the lower portion of
the knuckle in the air slots. The examination was performed to detect any wall thinning, pitting, or
cracking in the primary tank wall.

Primary Tank Wall Vertical Scan Paths

Two 15-in.-wide (on some plates the scan was 17-in. wide) vertical scan paths were performed on
Plates #1, #2, #3, #4, and #5. The plates were examined for wall thinning, pitting, and cracks oriented
vertically on the primary tank wall. There were no areas of wall thinning that exceeded the reportable
level of 10% of the nominal thickness. No pitting or vertical crack-like indications were detected in
Plates #1, #2, #3, #4, or #5.

Primary Tank Wall Weld Scan Paths

The HAZ of vertical welds in Plates #2, #3, #4, and #5 were examined for wall thinning, pitting, and
cracks oriented either perpendicular or parallel to the weld. There were no areas of wall thinning that
exceeded the reportable level of 10% of the nominal thickness. No pitting or crack-like indications were
detected in the weld HAZ areas in Plates #2, #3, #4, and #5.

i1
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2.2 Ultrasonic Examination Equipment

CH2M Hill has provided the UT equipment for the examination of Tank 241-AN-104. This
equipment consists of a Force Institute P-Scan ultrasonic test instrument and a Force Institute AWS-5D
and AGS-2 remote-controlled, magnetic-wheel crawlers for examining the primary tank wall. Ultrasonic
transducers used for the examinations are commercial off the shelf. The P-Scan ultrasonic system and Y-
arm scanner attachment have been qualified through a PDT administered by PNNL. Reference: PNNL-
11971, Final Report- Ultrasonic Examination of Double-Shell Tank 241-AN-107 and letter from PNNL to
C.E. Jensen dated September 21, 2001, “Qualification of the Y-Arm Attachment”.

2.3 Ultrasonic Examination Procedure

COGEMA has provided the UT procedure for the examination of Tank 241-AN-104. This procedure,
COGEMA-SVUT-INS-007.3, Revision 2, outlines the type of UT and mechanical equipment that are to
be used as well as the types of transducers. Both straight-beam and angle-beam transducers are used for
the examination of the primary tank wall. The examination procedures include full documentation on
methods for calibration, examination, and reporting. Hard copies of the T-Scan (thickness) and P-Scan
(projection or angle beam) views of all areas scanned are made available for analysis. The UT procedure
requires the use of specific UT transducers for the different examinations. A calibration performed before
and after the examinations identifies the specific transducers used and the sensitivity adjustments needed
to perform the inspection. The COGEMA UT procedure has been qualified through a Performance
Demonstration Test. Reference: PNNL-11971, Final Report - Ultrasonic Examination of Double-Shell
Tank 241-AN-107.
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3.3 Knuckle Area Transducer Configuration

Examination of the knuckle utilizes a modified scanning bridge known as the Y-arm scanner. The Y-arm
provides scanning of the transducers directly on the knuckle region. The Y-arm is a special fixture that
attaches to the AWS-5D magnetic wheel crawler. Its purpose is to extend the reach of the transducer
assembly. This extension allows the transducer assembly to follow the curve of the upper portion of the
knuckle below the transition Plate #5 to upper knuckle weld. It is designed to hold the dual 0-degree or
two 45-degree transducers in the same configuration as used for the examination of the tank wall. The
transducer configuration used for crack detection in this examination was two opposing 45-degree angle-
beam transducers that were rotated 90-degrees from the orientation used for the wall crack inspection.
This configuration is designed to detect cracks that are in a circumferential direction with respect to the
axis of the tank. Figure 3.4 is a sketch showing the area of the section of the knuckle examined using the
Y-arm fixture. With the transducer positioned 2-in. below the transition Plate #5 to upper knuckle weld,
the scanning bridge was set to scan the transducer downward an additional distance of approximately 12-
in. in 0.035-in steps (or as set by the operator). Upon completion of the scan, the bridge was indexed
circumferentially 0.035-in. (or as set by the operator) and the scan downward is repeated to obtain a pixel
size 0.035-in. x 0.035-in. (or as set by the operator).

s, ///////////////////////
VAR AV VA A /,///////,/////
. AV A s A Y A A
Jos S s . S
""" 1 Transition Plate (Plate #5) PR
A A > S S S s

Welds

Bottory Plate
Section of Knuckle
Examined with Y-Arm

Figure 3.4. Sketch of a Section of the Knuckle Examined with the Y-Arm Scanner
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5.0 Ultrasonic Examination Results

COGEMA has provided detailed reports including T-Scan and P-Scan hard copies of all areas that
were ultrasonically examined to PNNL for third-party review. The data was analyzed by COGEMA
Level Il Mr. Wes Nelson, and peer reviewed JBNDT Level III Mr. Jim Elder. The results of the
examination of Tank 241-AN-104 are presented in Figures 5.1, 5.2, and 5.3.

Figures 5.1 and 5.2 show the wall thickness examination results for the primary tank wall and the
HAZs of both vertical and horizontal welds. The examination consisted of two vertical paths beneath the
24-in. diameter riser. Vertical scan #1 was 15-in. wide (on some plates the scan was 17-in. wide) on Plate
#1, #2, #3, #4, and #5 near the centerline of the 24-in. riser. Vertical scan #2 was adjacent to vertical scan
#1 and was also 15-in. wide (on some plates the scan was 17-in. wide) on Plate #1, #2, #3, #4, and #5.
Vertical scans on Plate #1 were done in the upward direction due to modifications made to the crawler
cable attachment. All other plates were done in the downward direction. The HAZs of vertical welds in
Plates #2, #3, #4, and #5 were examined and the HAZ in the horizontal weld between Plate #5 and the
knuckle section was also examined. Weld area exams include approximately 5-in. on each side of the
weld. One 17-in. wide horizontal scan path on Plate #1 was performed in the liquid/air interface region.
Areas in the figures that show two measurements in the same box are the result of the vertical scan paths
overlapping the horizontal scan paths. Figures 5.1 and 5.2 display the minimum readings taken in each
15-in. (17-in. for some plates and the liquid/air interface horizontal scans) wide by 12-in. long area of the
scan. In the overlapping areas, both minimum readings from each vertical and horizontal scan paths are
given. Two areas on the horizontal weld examination had a weld attachment that limited data
acquisition.

Figure 5.3 shows the examination performed on the knuckle of the primary tank wall. The readings
distributed around the circumference of the tank knuckle represent the minimum reading in each 12-in.
long by 12-in. wide portion extending down around the upper portion of the knuckle. The four areas
denoted as Slot 2, Slot 7, Slot 8, and Slot 9, represent small areas that were scanned extending down to
the lower portion of the knuckle in the air slots. These scan areas are approximately 1-in. long (increment
direction around the circumference of the tank), and 7-in wide (scan direction is down around the knuckle
and into the air slot) as shown previously in Section 3 of this report.

11
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6.0 Conclusions

The results of the examination of Tank 241-AN-104 have been evaluated by PNNL personnel. The
examination consisted of two 15-in. wide (on some plates the scan was 17-in. wide) scans over the entire
height of the tank and the HAZs of 4 vertical welds and 1 horizontal weld. The examination also included
one 17-in. wide horizontal scan in the liquid/air interface region on Plate #1, examination of the upper
portion of the knuckle region, and 4 areas of the lower portion of the knuckle in the air slots. The
examination was performed to detect any wall thinning, pitting, or cracking in the primary tank wall.

6.1 Primary Tank Wall Vertical Scan Paths

Two 15-in.-wide (on some plates the scan was 17-in. wide) scan paths were performed on Plates #1,
#2, #3,#4, and #5. The plates were examined for wall thinning, pitting, and cracks oriented vertically on
the primary tank wall. The results indicated that the minimum thicknesses in the areas scanned with
nominal thickness of 0.500-in. were as follows; Plate #1 was 0.480-in., Plate #2 was 0.499-in., and Plate
#3 was 0.489-in. The nominal thickness in Plate #4 is 0.750-in. and the minimum thickness in this area
was 0.743-in. The nominal thickness in Plate #5 is 0.875-in. and the minimum thickness in this area was
0.857-in. There were no areas of wall thinning that exceeded the reportable level of 10% of the nominal
thickness. No pitting or vertical crack-like indications were detected in Plates #1, #2, #3, #4, or #5.

6.2 Primary Tank Wall Weld Scan Paths

The HAZ of vertical welds in Plates #2, #3, #4, and #5 were examined for wall thinning, pitting and
cracks oriented either perpendicular or parallel to the weld. The results indicated that the minimum
thicknesses in the weld areas scanned were as follows: The nominal thickness of Plate #2 is 0.500-in. and
the minimum thickness in this weld area was 0.478-in. The nominal thickness in Plate #3 is 0.500-in.
and the minimum thickness in this weld area was 0.463-in. The nominal thickness in Plate #4 is 0.750-in.
and the minimum thickness in this weld area was 0.708-in. The nominal thickness in Plate #5 is 0.875-in.
and the minimum thickness in this weld area was 0.859-in. There were no areas of wall thinning that
exceeded the reportable level of 10% of the nominal thickness. No pitting or crack-like indications were
detected in the weld areas in Plates #2, #3, #4, and #5.

The HAZ of the horizontal weld between Plate #5 and the tank knuckle was examined for wall
thinning, pitting and cracks oriented either perpendicular or parallel to the weld. The results indicated
that the minimum thickness in the weld area with nominal thickness of 0.875-in. on Plate #5 was 0.852-
in. The minimum thickness in the weld area with nominal thickness of 0.875-in. on the knuckle was
0.880-in. There were no areas of wall thinning that exceeded the reportable level of 10% of the nominal
thickness. No pitting or crack-like indications were detected in the weld areas on Plate #5 side or on the
knuckle side of the horizontal weld.
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6.3 Primary Tank Wall Liquid/Air Interface Horizontal Scan Paths

One 17-in.-wide horizontal scan path was performed on Plate #1. The plate was examined for wall
thinning on the primary tank wall. The results indicated that the minimum thickness in the areas scanned
on Plate #1 with nominal thickness of 0.500-in. was 0.498-in. There were no areas of wall thinning that
exceeded the reportable level of 10% of the nominal thickness.

6.4 Primary Tank Wall Knuckle Scan Paths

The upper portion of the knuckle area was scanned utilizing the Y-arm scanner attached to the AWS-
5D crawler. The Y-arm scanned the transducers down around the knuckle approximately 12-in. (from a
starting position 2-in. down) from the upper knuckle weld joining Plate #5 to the knuckle. The knuckle
was examined for wall thinning, pitting, and cracks oriented circumferentially around the primary tank.
The results indicated that the minimum thickness in the approximately 20 circumferential feet of knuckle
area examined with nominal thickness of 0.875-in. was 0.878-in. There were no areas that exceeded the
reportable level of 10% of the nominal thickness. No pitting or circumferentially oriented crack-like
indications were detected in the upper portion of the knuckle area.

Four small areas on the lower portion of the knuckle area were examined for wall thinning only utilizing
the Y-arm scanner in areas accessible through selected air slots. The four areas examined were in air slots
designated as Slot 2, Slot 7, Slot 8, and Slot 9. The results indicated that the minimum thickness in the
lower portion of the knuckle area, with nominal thickness of 0.875-in., in the selected air slots was 0.947-
in. There were no areas that exceeded the reportable level of 10% of the nominal thickness.
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