Inspection Results for Low-Pressure Turbine Moving Vane Mounting Assemblies (on the Shaft Side) in Hamaoka Unit 3 and Unit 4 with Causes and Countermeasures

1. Overview of incident (2) Restoration Method
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in the low-pressure turbines of Hamaoka Unit 4, and significant indicative waveforms were found.
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On the assumption that 1-mm cracks existed, they were Although the cracks were removed by cutting, a conservative evaluation (Note results occurred occurred occurred occurred occurred occurred
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Inspections of the areas in question will be conducted regularly in future, and the soundness of those areas will be evaluated. 5. Shaft replacement

Plans will also be made to replace shafts in low-pressure turbines A to C of Unit 3 and low-pressure turbines A and B of Unit 4.
In the course of shaft replacement, we will plan countermeasures to limit the occurrence of stress corrosion cracking, including
also the shaft of low-pressure turbine C in Unit 4. These countermeasures will include modifying the moving vane mounting

(Note 1) Ultrasonic testing is a form of testing in which ultrasound waves are sent into the test object and the interior of the

object is examined by the reflection of the ultrasound waves. It is capable of testing the shaft with the moving vanes attached. assembly to a shape less likely to generate high stress, applying surface treatment so that the stress in the material surface will
(Note 2) Magnetic particle testing is a form of testing that uses the patterns of magnetic particles formed on the test object when become compressive stress, and other such measures to mitigate the tensile stress generated in moving vane mounting
exposed to a magnetic field to investigate the surface of the object (including the interior close to the surface). assemblies.

(Note 3) Based on the performance record of Unit 3, the time that will be taken for stress corrosion cracking to occur in the
moving vane mounting assemblies (on the shaft side) is estimated generally to be about 11 years from the time operation begins.



