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3.1
3.1.1

REFERENCES

CCP-30, "Coating Steel Substrates Inside Reactor Buildings
and Radiation Areas”

CCP-30A, "Coating Steel Substrates Inside Reactor Buildings
and Radiation Areas" -

QI-QP-11.4-22, "QC verification of Protective Coatings Unique
Identification Number Transfer”

CcP-QP-18.0, 'Inspcction Reports"

e yeTAICAL T

PURPOSE AND SCO

This Instruction shall describe methods utilized by Quality
Control in inspection of steel substrate surface preparation
and prime coat applications and in accordance with References
1-A and 1-8.

INSTRUCT1ON FOR INFORMATION ONLY

Visual inspection of painted surfaces as addressed by this
instruction shall be made at approximately an arms length
from the surface being inspected. The area of inspection
shall be adequately lighted during the inspection activity.
Adequate lighting is defined as the minimum 1ight produced
by a two (2) cell battery flashlight.

PRE-BLAST CLEANING OPERATIONS
ient Condition

The inspector shall detemine air temperature, surface
temperature, relative humidity and dew-point of substrate
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structures. A calibrated non-mercury filled dry bulb
thermometer or a calibrated temperature recorder (Bristol
4069 TH or equivalent) shall be used for air temperature
determination. A calibrated non-mercury wet buld
thermometer or a calibrated humidity recorder (8ristol 4069
TH or equivalent) shall be used to determine relative
humidity. The dew point shall be determined by the
difference in the dry and wet bulb temperatures using the
U.S. Department of Commerce Weather Bureau Psychrometric
Tables, W.8. No. 235. When dry bulb readings are greater
than 100°F, the dew point and relative humidity should be
determined using the 100°F reading (note in remarks). The
surface temperature shall be determined Dy placing a calibrated
surface temperature thermometer (Omega - Amprove Fastemp, Range
10-250°F) in contact with the substrate surface to-be blast
cleaned. The thermometer probe shall remain in contact with
the surface unti] the temperature reading stabilizes.

Final s rface preparation shall not begin unless temperature
of the surface ‘s a minimum of 5°F above the dew point.

3.1.2 rasive 114

The Inspector shall obtain a sample of the abrasive to be
usad frem each work area. The abras‘ve shall be verified
to be dry by feel. All grease, o'l and deleterious
material is unacceptable.

Particle size must be sufficient to achieve 1 mil surface
profile minimum,

3.1.3 lag* ipmen 114

The inspector shall perform the following inspections/tests
to determine acceptability of blast cleaning equipment prior
to use:

a. Verify that water separators are installed ‘n air
supply system and that the separators have been drained
of accumulated water and drains left partially open.

b. Air supply contamination shall be checked at the nozzle
prior to use by exposing a sheet of white paper or
cloth to the blast of air (no sand) for approximately
30 seconds. The paper or cloth shall be examined for
evidence ~f contamination (ofl, water, foreign matter,
etc.). o evidence of contamination ‘s acceptable.
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If 011, grease, or other chemical contamination is present,
verify that solvent cleaning (in accordance with SSPC-SP-1)
is performed and that all chemical contamination is removed
prior to blast cleaning steel surfaces.

3.2 POST BLAST CLEANING OPERATIONS
3.2.1 Blast Cleanup

The inspector shall visually check the blasted substrate
surface.

The surface shall be brushed or vacuumed to the extent
required for final surface inspection. The adjacent areas
shall be <cleaned to the extent necessary to avoid
contamination during subsequent coating applications.

3.2.2 Blasted or Power Tooled Surface Acceptability

The inspector shall perform the following inspections to
dn::mino acceptability of the blast cleaned or power tocled
| surface:

a. Absence of Foreign Matter -- A visual inspection
shall be performed to determine that all oil and
grease, dirt, millscale, rust, corrosion products,
oxides, paint or other foreign matter have been
completely removed from the surface except for
1ight shadows, very slight streaks or slignt
discolorations caused by rust stains, mill scale,
oxides, or slight, tight residues of paint or
coating that may remain., At Jeast 95 percent of
each square ‘nch of surface area shall be free of
all residues, and the remainder shall be Ilimited
to light discolorations as mentioned above.

NOTE: [f coating removal is required from an
area or item which has Dbeen coated in
accordance with this instruction, shadows
or tight residues of oprimer which may
remain in the profile of the previously
prepared substrat? {s acceptable.

b. Removal of Sharp Project:ons -« A reinspection for
sharp projections that were not blended (rounded)

| during blast cleaning or power tooling shall be
i performed.
L
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3.2.3

Weld splatter on structural stee! shall be remov d
by either grinding or sand blasting. However, if
the weld splatter should remain after the above
operation, the weld splatter will be acceptable.

Sharp projections are not acceptable.

Protrusions and peaks shall be ground to a rounded
contour.

NOTE: Any mechanical surface preparation other
than sandblasting or hand or power tooling
of sharp edges or weld spatter will require
a visual welding inspector's acceptance of
the work performed.

¢. Anchor Pattern Depth -- The anchor pattern depth of the
blasted surface shall be inspected at random locations
using a Keane-Tator Surface Profile Comparator (model
373) or equivalent.

The anchor pattern depth for a blasted surface shall
be a minimum of 1.0 mils.

Surfaces that have been power tooled with "3M Clean-N-
Strip", 80 grit and coarser “flapper wheels", sanding
discs, "roto peans" or equivalent, provide acceptable
surface profile.

No maximum profile will be specified, providing chat
correct millage and surface uniformity regquirements
can be obtained after primer application.

Unique Number [dentification

After blasting power tool and prior to prime coat application,
QC shall verify that construction has identified each peice
with a unique number in accordance with References 1-A and 1-8.
The QC Inspector shall maintain a Protective Coatings Unique
Identification Number Log, Attachment 1 for all protective
coatings application on all steel designated for use in the
Reactor Building. Subsequent subdivision of coated steel in
the field or snop shall be witnessed by QC in accordance
with Reference 1-C,

NOTE:

A. Unfque number may be assigned to a lot of material
to be prime coated at the same time. For example,
$ix pieces steel to be coated at same time may all
have same unique number.

Farm No. |

TUGCO CA
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B. Liner plate is excluded from QP numbers.

Equipment which s <identified with a permanent plant
identification number need not be I{dentified with a
Protective Coatings unigque [dentification Number.

PRIMER PRE-APPLICATION INSPECTIONS
ien ndéts

Immediately prior to primer application, the QC Inspector
shall determine air temperature, surface temperature,
relative humdity. The primer application shall not begin unless
the surface temperaturs is 2 minimum of 5° above the gew point,
When dry bulb readings are greater than 10)°F, the dew point
and relative humidity should be determined using the 100°F
reading (note in remarks).

Normal conditions of ambient and surface temperatures shall
be as follows:

Ambient Temp. (°F) Suface T °F

Dimetcote 6 40-120 40-130
Carboline II 40-95 40-110

In no case shail Carboline and Ameron limits be exceeded
(0=130°F ambient and 0-200°F surface temperatures). Coating
materials (if thinned) shall be thinned ‘n accordance with
Reference 1-A or 1-8.

fumidity values may vary from 10% to 95%; however, primer
shall not be applied to a wet or damp surface.

3.3.2 Substrate Surface Acceptabtlity

The Inspector shall visually reinspect the sandblasted or
powertooled surface of the substrate just prior to primer
application for :vidence of contamination (oil, grease,
markings, rust, etc,) All contamination must be removed
prior to priming.

If rust forms after 8lasting or Power Tooling, the surface
shall be “Shower Blasted" or "Re-furbished" before priming.
Under no case will a prepared surface be exposed for more
than 24 hours before priming.
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3.3.3  Air Supply A 14

The Inspector shall 1inspect the air supply system for |
pressure pots and spray guns for suitable filters/traps/ |
separators. A trap, filter, or separator shall be installed
in air system to pressure pot and spray gun. The effective- -
ness of these {lems shall be verified by exposing a sheet of
white paper or cloth to the blast of air for approximately
30 seconds. The paper or cloth shall be examined for
evidence of contam.nation (ofl, water, foreign matter, etc.).
No evidence of contamination is acceptable.

3.3.4 if ion Appl1 r
The Inspector shall verify (by Qualification Record or list
of qualified applicators from QA file) that the coating

applicators on each shift are qualified for safety-related
coating work,

3.3.5 Mixin rati
3.3.5.1 Coating Materials Identification |

The inspector shall inspect the coating material containers
prior to mixing contents for product identification and
verify that all materifals are correct for coating
application.

Approved materials are:

; CZ-11 DIMETCOTE
| Carbo Zinc 11 base (gray or green) Dimetcote 6 Dbase
Carbo Zinc filler Dimetcote filler
Carboline #21 or 33 Thinner Amerr- -t #65 or 101
ininner

‘ He shall also verify that each component container {s

| fdentified by batch number and that the shelf 1ife has not
expired. Carbo Zinc 11 base has a shelf 1ife of 12 months.
Carbo Iinc filler and Dimetcote 6 base and filler have a
shelf life of 24 months.

! 3.3.5.2 Mixing Operations
An 1inspector shall witness each mixing/thinning operation,

L The finspector shall verify that mixing operations .are
| performed in accordance with Reference <A and [-8,

i TGCS 34
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3.3.5.3 Thinning Operation

3.3.5.4

3.4
3.4.1

3,5

3.6

An inspector shall verify that primer thinning complies
with thinning requirements established in References l+A and
1-8.

When coating materfals are mixed/thinned in locations other
than the field, the inspector verifying the mixing operation
shall fill out the Paint Mixing S1ip, Attachment 3. The
inspector performing the pre-application inspection shall
record the information from the Paint Mixing Slip on the
Inspection Report, Attachment 2. The Paint Mixing Slip
need not be retained.

PRIMER APPLICATION INSPECTION -

Surveillance of Primer Application

Ouring application operations, the (C I[nspector shall verify
that the pressure pot f{s continuously agitated. The QC
Inspector shall also verify that the hose length does not
exceed 75 feet, and that the coating has not exceeded pot
1ife per Reference l-+A or 1.8,

INSPECTION REPORTS
A1l inspections required by Sections 3.1 through 3.4 shall

be documented on an [R, Attachment 2, in accordance with
Reference 1-0.

NOTE: A reject tag will be applied to any ursat area,
with the inspection report, inspector's name,
and phone extensfon listed per Reference 1.E.

MAPPING OF LARGE AREAS

For large areas which have recefved coatings prior to
10/23/81 (lssuance date of Rev 5 of this procedure), a
unique number shall be assfgned to the original inspection
checklist., This number will be transferred to the area on a

map drawing to provide traceability to the original -

checklist. For any coatings applied after 10/23/81, the IR
number shall be transferred to the area on the map drawing,

The map drawing shall be maintained by the QC Supervisor, or
nis designee, until the entire surface has bDeen coated, at
which time, the completed map shall be transmitted to the
Permanent Plant Records Vault,

Form Mo, 1
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NOTE:1 Separate maps shall be maintained for the piime, seal,

and finish coats.

NOTE:2 [f the coated area applicable to a given [R
is f{irregular 1in shape, a sketch should be
attached to the [R to indicate the extent of
the area inspected.

NOTE:3 Coating repairs requiring recoating shall be
mapped but repairs requiring only touch-up
need not be mapped.

TE:4 The following parameters, as necessary, should

be considered for description of areas on
the on the sketch. -

a. Bottom and top elevations (vertical and
diagonal surfaces) or elevation of surface
(horizontal surfaces).

b. Dimensions in relation to Azimuths column
lines, reactor centerline of known location,

¢. Quadrant, compartment, cavity or room in
which inspection area is located,

d., Unit number.

e. Relation to syrface to cardinal directions
(11e North, South, etc.).
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INSPECTION OF STEEL
SUBSTRATE SURFACE |
PREPARATION AND | APPROVED BY:
PRIMER APPLICATION |

l
| PREPARED 8Y:

APPROVED 8Y:

Lacaary® AT

| 1.0 BEFEREMCES .0 T\ i

; 1-A ccp-30, 'Coating Steel Substratos Inside Reactor Buildings

q and Radiation Areas"”

| 1-8 CCP-30A, "Coating Steel Substrates Inside Reactor Buildings

, and Radiation Areas"

i 1-C QI-QP-11.4-22, "QC Verification of Protective Coatings Unique

| Identification Number Transfer"

i 1-0 CP-QP-18.0, "Inspection Reports"

é 1-E CP-QP-15.0, "Tagging System"

|

| 2.0 GENERAL

i‘ 2.1 PURPOSE AND SCOPE FOR lNFORMAT‘ON ONLY

‘ is Instruction shall describe methods utilized by Quality

| Control in inspection of steel substrate surface preparation

i and prime coat applications and in accordance with References

| 1-A and 1-8.

| 3.0 INSTRUCTION
Visual inspection of painted surfaces as addressed by this
instruction shall be made at approximately an arms length
from the surface being inspected. The area of inspection
shall be acdequately lighted during the inspection activity.
Adequate lighting is defined as the minimum light produced
by a two (2) cell battery flashlignt.

3.1 PRE-BLAST CLEANING QOPERATIONS
:3s1 ien ndits

The inspector shall determine air temperature, surface
temperature, relative humidity and dew-point of substrate
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structures. A calibrated non-mercury filled dry bulb
thermometer or a calibrated temperature recorder (Bristol
406° TH or equivalent) sha'l be used for air temperature
determination. A calibrated non-mercury wet bulb
thermometer or a calibrated humidity recorder (Bristol 4069
TH or equivalent) shall be used to determine relative
humidity. The dew point shall be determined by the
difference in the dry and wet bulb temperatures using the
U.S. Department of Commerce Weather Bureau Psychrometric
Tables, W.B. No. 235. When dry bulb readings are greater
than 100°F, the dew point and relative humidity should be
determined using the 100°F reading (note in remarks). The

. surface temperature shall be determined by placing a calibrated
surface temperature thermometer (Omega - Amprove Fastemp, Range
10-250"F) in contact with the substrate surface to be blast
cleaned. The thermometer probe shall remain in contact with
the surface until the temperature reading stabilizes.

Final surface preparation shall not begin unless temperature
of the surface is a minimum of S5°F above the dew point.

- 9% Abras ive tabilit

The Inspector shall obtain a sample of the abrasive to be
used from each work area. The abrasive shall be verified
to be dry by feel. All grease, oil and deleterious
material is unacceptable.

Particle size must be sufficient to achieve 1 mil surface
profile minimum,

dedsd ] Equipment Acceptabilit

The inspector shall perform the following inspections/tests
to determine acceptability of blast cleaning equipment prior
to use: .

a. Verify that water separators are installed in air
supply system and that the separators have been drained
of accumulated water and drains left partially open.

b. Air supply contamination shall be checked at the nozzle
prior to use by exposing a sheet of white paper or
cloth to the blast of air (no sand) for approximately
30 seconds. The paper or cleth shall be examined for
evidence of contamination (oil, water, foreign matter,
etc.). No evidence of contamination is acceptable.
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3.1.4

3.2
3.2.1

3.2.2

Solvent Cleaning (If Chemical Contamination Present)

If oil, grease, or other chemical contamination is present,
verify that solvent cleaning (in accordance with SSPC-SP-1)
is performed and that all chemical contamination is removed
prior to blast cleaning steel surfaces.

POST BLAST CLEANING OPERATIONS

Blast Cleanup

The inspector shall 'isually check the blasted substrate
surface.

The surface shall be brushed or vacuumed to the extent
required for final surface inspection. The adjacent areas
shall be <cleaned to the extent necessary to avoid
contamination during subsequent ccuating applications.

Blasted or Power Tooled Surface Acceptability

The inspector shall perform the folilowing inspections to
determine acceptability of the blast cleaned or power tooled
surface:

a. Absence of Foreign Matter -- A visual inspection
shall be performed to determine that all oil and
grease, dirt, millscale, rust, corrosion products,
oxides, paint or other foreign matter have been
completely removed from the surface except for
1ight shadows, very slight streaks or slight
discolorations caused by rust stains, mill scale,
oxides, or slight, tight residues of paint or
coating that may remain. At least 95 percent of
each square inch of surface area shall be free of
all residues, and the remainder shall be 1imited
to light discolorations as mentioned above.

NOTE: If coating removal 1is required from an
area or item which has been coated in
accordance with this instruction, shadows
or tight residyes of primer which may
remain in the profile of the previously
prepared substrate is acceptable.

b. Removal of Sharp Projections -- A reinspection for
sharp projections that were not blended (rounded)

durin blast cleaning or wer tooling shall be
perfo?'med. . o .

TUGCC QA
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Weld splatter on structural steel shall be removed
by either grinding or sand blasting. However, if
the weld splatter should remain after the above
operation, the weld splatter will be acceptable.

Sharp projections are not acceptable.

Protrusions and peaks shall be ground to a rounded
contour.

NOTE: Any mechanical surface preparation other
than sandblasting or hand or power tooling
of sharp edges or weld spatter will require
a visual welding inspector's acceptance of
the work performed.

C. Anchor Pattern Depth -- The anchor pattern depth of the
blasted or power tooled surface shall be inspected at
random locations using a Keane-Tator Surface Profile
Comparator (model 373) or equivalent. A power tooled
surface shall be inspected with use of either a
roughness gage and/or equivalent.

The anchor pattern depth for a blasted or power tooled
surface shall be a minimum of 1.0 mils.

No maximum profile will be specified, providing that
correct millage and surface u:iformity requirements
can be obtained after primer application.

R Unique Number Identification

After blasting power tool and prior to prime coat application,
QC shall verify that construction has identified each peice
with a unique number in accordance with References 1-A and 1-8.
The QC Inspector shall maintain a Protective Coatings Unique
Identification Number Log, Attachment 1 for all protective
coatings application on all steel designated for use in the
Reactor Building. Subsequent subdivision of coated steel in
the field or shop shall be witnessed by QC in accordance
with Reference 1-C.

NOTE:

A. Unique number may be assigned to a lot of material
to be prime coated at the same time. For example,
six pieces steel to be coated at same time may all
have same unique number.

e
'
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3.3
3.3.1

3.3.2

B. Liner plate is excluded from QP numbers.

Equipment which is identified with a permanent plant
identification number need not be identified with a
Protective Coatings unique Identification Number,

PRIMER PRE-APPLICATION INSPECTIONS
Ambient Conditions

Immediately prior to primer application, the QC Inspector
shall determine air temperature, surface temperature,
relative humdity. The primer application shall not begin unless
the surface temperature is a minimum of 5° above the dew point.
when dry bulb readings are greater than 100°F, the dew point
and relative humidity should be determined using the 100°F
reading (note in remarks).

Normmal conditions of ambient and surface temperatures shall
be as follows: _

Ambient Temp. (°F) Surface Temp. (°F)

Dimetcote 6 40-120 40-130
CarbolZinc I 40-95 40-110

In no case shall Carboline and Ameron limits be exceeded
(0-130°F ambient and C-200°F surface temperatures). Cocating
materials (if thinned) shall be thinned in accordance with
Reference 1-A or 1-8.

Humidity values may vary from 10% to 95%; however, primer
shall not be applied to a wet or damp surface.

Substrate Surface Acceptability

The Inspector shall visually reinspect the sandblasted or
powertooled surface of the substrate just prior to primer
application for evidence of contamination (oil, grease,
markings, rust, etc.) All contamination must be removed
prior to priming.

If rust forms after Blasting or Power Tooling, the surface
shall be "Shower Blasted" or "Re-furbished" before priming.
Under no case will a prepared surface be exposed for more
than 24 hours before priming.

Form No. 1

TUGCO CA
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3.3.3 Air Supply Acceptability

The Inspector shall inspect the air supply system for
pressure pots and spray guns for suitable filters/traps/
separators. A trap, filter, or separator shall be installed
in air system to pressure pot and spray gun. The effective-
ness of these items shall be verified by exposing a sheet of
white paper or cloth to the blast of air for appraoximately
30 seconds. The paper or cloth shall be examined for
evidence of contamination (oi}, water, foreign matter, etc.).
No evidence of contamination is acceptable.

3.3.4 Qualification of Applicator(s)

The Inspector shall verify (by Qualification Record or list
of qualified applicators from QA file) that the coating
applicators on each shift are qualified for safety-related
coating work.

3:3.% Mixing Operations
3.3.5.1 Coating Materials Identification

The inspector shall inspect the coating material containers
| prior to mixing contents for product identification and
| verify that all materials are correct for coating
| application.

Approved materials are:

| CZ-11 DIMETCOTE

Carbo Zinc 11 base (gray or green) Dimetcote 6 base
| Carbo Zinc filler Dimetcote filler
f Carboline #21 or 33 Thinner Amercoat #65 or 101
| Thinner

He shall also verify that each component container is
identified by batch number and that the shelf life has not
expired. Carbo Zinc 11 base has a shelf life of 12 months.
Carbo Zinc filler and Dimetcote 6 base and filler have a
shelf 1ife of 24 months.

3.3.5.2 Mixing Operations
An inspector shall witness each mixing/thinning operation.

The inspector shall verify that mixing operations .are
performed in accordance with Reference 1-A and 1-8.

TUGCC QA
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3.3.8.3

3.3.5.4

3.4
3.4.1

3.5

3.6

Thinning Operation

An inspector shall wverify that primer thinning complies
with thinning requirements established in References 1-A ana
1.80

When coating materials are mixed/thinned ir locations other
than the field, the inspector verifying the mixing operation
shall fill out the Paint Mixing Slip, Attachment 3. The
inspector performing the pre-application inspection shall
record the information from the Paint Mixing Slip on the
Inspection Report, Attachment 2. The Paint Mixing Slip
need not be retained.

PRIMER APPLICATION INSPECTION

Surveillance of Primer Application

During application operations, the QC Inspector shall verify
that the pressure pot 1is continuously agitated. The QC
Inspector shall also verify that the hose length doces not
exceed 75 feet, and that the coating has not exceeded pot
1ife per Reference 1-A or 1-B.

INSPECTION REPORTS

All inspections required by Sections 3.1 through 3.4 shall
be documented on an IR, Attachment 2, in accordance with
Reference 1-0.

NOTE: A reject tag will be applied to any unsat area,
with the inspection report, inspector's name,
and phone extension TJisted per Reference Ll-E.

MAPPING OF LARGE AREAS

For large areas which have received coatings prior to
10/23/81 (Issuance date of Rev 5 of this procedure), a
unique number shall be assigned to the original inspection
checklist. This number will be transferred to the area on a
map drawing to provide traceability to the original
checklist. For any coatings applied after 10/23/81, the IR
number shall be transferred to the area on the map drawing.

The map drawing shall be maintainea by the QC Supervisor, or
his designee, until the entire surface has been coated, at
which time, the completed map shall be transmitted to the
Permanent Plant Records Vault.
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and finish coats.

NOTE:2 If the coated area applicable to a given IR
is irregular in shape, a sketch should be
attached to the IR to indicate the extent of
the area inspected.

NOTE:3 Coating repairs requiring recoating shall be
mapped but repairs requiring only touch-up
need not be mapped.

NOTE:4 The following parameters, as necessary, should

be considered for description of areas on
the on the sketch. .

a. Bottom and top elevations (vertical and
diagonal surfaces) or elevation of surface
(horizontal surfaces).

b. Dimensions in relation to Azimuths column
lines, reactor centerline of known location.

¢. Quadrant, compartment, cavity or room in
which inspection area is located.

d. Unit number.

e. Relation to surface to cardinal directions
(1ie North, South, etc.).

TEXAS UTILITIES GENERATING CO. NUMBER | | DATE
I-QP-11.4-1 ! 12 ' AUG ¢ 883! 8 of 12 |
| 1
|
NOTE:1 Separate maps shall be maintained for the prime, seal,
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e TEINTPRITER W STE TN/ STAGCTUAL THIORITN
PRC™T y TIN
: o 7 bRl ' :
AS-31 . QI-QP-11.4-1, Rev. < 1}
O MEeE®, L o et o I T I o
"NEP RESULTS ; |
O mspecron cOMMETED | Al ARUCASLE ITEMS SATISFACTCAY |
0 wemecmon COMMETED, LNMTISMCTIAY (TEMS LITED SEOW e T w |
BT ) [ = | _ec i
| ) »ate, J-Ti:wf'“ ATTRISUTES /z. 3 ’:onl! ,,.,,.m'
) Ambient oJnditions check r Par 1.1 ﬁ | : |
| recorded below: DATE: N I !
|_TIME: WMET BULS TEMP . ORY 8uL8 TEMP. L) ! :
! | RELATIVE HUMIDITY: OB POINT:__SURF.YW. 1 i |
| ' Para 112 b f
| r installed, drained, an o -
| partially open. N r
; 4, Air sucoly free of contamination, e | |
| 5. | yorify thar solvens zleaning ng=dsmad nriar #n .. ' |
| | Blagting in arrnwdance with Dars, 17 4 AR |
3 §. | 8last~4 sur’- -3 and orofile: N
J 3. S8lasted surface § surrounding aress cleaned Jer e
Para. 31.2.1 - :
~ b. Surface free of foreign matter including grease and | | | ' !
4 otl. ¥ & 4 | '
’ ¢. Sharp (non-rounced) projections removed. | ! | !
| | 4. Anchor sattern deoth 1.0 mil. minimum. b |
5 7. Unique Number stamped on ofece (Pecord Unigue Mumoer fn ' |
| 8lock 3 above.) | ¢ | ‘ |
i 8. Ampient conditions checked cer Para. 3.1.1 peior to : f ! !
l primer aoolication and record below: D0ATE: P F 3 ! |
! | TIME: 4ET 3ULS TEMP: DAY 3uL3 TEMS - :
| TIVE ~UMIDITY: 36W POINT: SR e | |
| [ o subscrate surface free ot contaminancs aog less soan | | ‘
f | 28 hours eiagsed since hlasting. L )| | |
i 10, | Trap, filter orsesaratcr fngcalled oer Pary, 3.1, [ 1] '
1 11, | Afr supoly free of contamination. [ | | !
| (Continued on Sheet 2...) | || | |
| i { | ! |
‘ = | {
; | L |
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PAINT MIXING SLIP
DATE:
|
| BLDG. ELEV.
l fcoarve: COLOR.
l TIME MIXED: TEMP.
!
‘r BATCH # BASE (A)
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INSPECTION OF STEEL | PREPARED 5"42-744.% G ﬁé&z
SUBSTRATE SURFACE e 4 y
PRFPARATION AND APPROVED BY: /7 S/~ 2/ /b

PR HER APPLICATION Sl Z% o 745743

1.0 REFERENCES '

1-A CCP-30, "Coating Steel Substrates Inside Reactor Buildings
and Radiation Areas” |

1-8 CCP-30A, "Coating Steel Substrates Inside Reactor Buildings 1
and Radiation Areas”
1-C QI-QP-11.4.22, "QC Verification of Protective Coatings Unique
Identification Number Transfer"
; 1-C CP-QP-18,0, "Inspection Reports"
| 1€ CP-QP-15.0, “Tagging System" | |
. 2. il |
2.0 GENERAL HlSTORlCAL FlLE
2.1 PURPOSE AND SCOPE ‘ ’

Control in inspection of steel substrate surface preparation

|

!

; Tais Instruction shall describe methods utilfzed by Quality
| and prime coat applications and in accordance with References

' 1+A and 1+B.

.30 INsTRucTIoN FOR INFORMATION ONLY
3.1 PRE-BLAST CLEANING QPERATIONS

3.1.1 Ambient Conditions

The 1inspector shall determine afr temperature, surface
temperature, relative humidity and dew-point of substrate ‘
structures, A calfbrated non-mercury filled dry bdulb |
thermometer or a calibrated temperature recorder (Bristol ‘
4069 TH or equivalent) shall be used for afr temperature ‘
determination, A calibrated non-mercury wet bulb
thermometer or a calibrated humidity recorder (Bristol 4069
TH or equivalent) shall be used toc determine relative
humidity. The dew point shall be determined by the
difference in the dry and wet bulb temperatures using the

TVGCS OA
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U.S. Department of Commerce weather Bureau Psychrometric
Tables, W.B. No. 235. When dry bulb readings are greater
than 100°F, the dew point and relative humidity should be
determined using the 100°F reading (note in remarks). The

surface temperature shall be determined by placing caltb;:tcd
astemp, Range

surfacg temperature thermometer (Omega - Amprove
10-250"F) in contact with the substrate surface to be blast
cleaned. The thermometer probe shall remain in contact with
the surface unti] the temperature reading stabilizes.

Final surface preparatfon shall not begin unless temperature
of the surface is a minimum of 5°F above the dew point.

3.1.2 Abrasive A 114

The Inspector shall obtain a sample of the abrasive to be
used from each work area. The abrasive shall be verified
to be dry by feel. All grease, oil and deleterious
material is unacceptable.

Particle size must be sufficient to achieve 1 mil surface
profile minimum.

3.1.3 last ipmen 14

The inspector shall perform the following inspections/tests
to determine acceptability of blast cleaning equipment prior
to use:

a. Verify that water separators are installed fin air
supply system and that t'e separators hava been drained
of accumulated water and drains left partially open.

b. Afr supply contamination shall be checked at the nozzle
prior to use by exposing a sheet of white paper or
cloth to the blast of air (no sand) for approximately
30 seconds., The paper or cloth shall be examined .for
evidence of contamination (oil, water, foreign mattar,,
etc.). No evidence of contamination {1s acceptable,

3.1.4 yent Cleanin f Chemical ination P

If ofl, orease, or other chemical contamination ts pmesent,
verify that solvent cleaning (in accordance with SSPC-SP-1)
fs performed and that all chemical contamination 1{ removed
prior to blast cleaning steel surfaces.

Form Mo, |
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surface.

shall be cleaned to the

3.2.2 1 r 1 r

surface:

Tight shadows, very

all residues, and the
to 1ight discolorations as mentioned above.

b. Removal of Sharp Projections

The finspector shall visually check the blasted substrate

The surface shall be brushed or vacuumed to the extent

required for final surface inspection. The adjacent areas

extent necessary to avoid

contamination during subsequent coating applications.

Acceptability

The inspector shall perform the following inspections to
determine acceptability of the blast cleaned or power tooled

a. Absence of Foreign Matter -- A visual inspection
shall be performed to determine that all ofl and
grease, dirt, millscale, rust, corrosfon products,
oxides, paint or other foreign matter have been

completely removed from the surface except for

slight streaks or slight

discolorations caused by rust stains, mill scale,
oxfdes, or slight, tight residues
coating that may remain,
each square finch of surface area shall be free of

of paint or

At least 95 percent of

remainder shall be limited

NOTE: [f coating removal fs
area or item which has
accordance with this
or tight residues

required from an

been coated in

fnstruction, shadows

of primer which may
remain in the profile of the previously
prepared substrate is acceptable,

== A reinspection for

} sharp projections that were not blended (rounded)
, during blast cleaning or power tooling shall be
|

performed.

Weld splatter on structura)
b{. either grinding or sand blasting, However, if
t weld splatter should

operation, the weld splatter will be acceptable.

steel

remain

shall be removed

after the above

INSTRUCTION | gevieian ISSUE | puge
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3.2 POST BLAST CLEANING OPERATIONS

3.2.1  Blast Cleanup
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3.2.3

7arp projections a e not acceptable.

‘rotrusions and peaks shall be ground to a rourled
contour.

NOTE: Any mechanical surface preparation other
than sandblasting or hand or power tooling
of sharp es or weld spatter will require
a visual welding inspector's acceptance of
the work performed.

€. Anchor Pattern Depth -- The anchor pattern depth of the
blasted or power tooled surface shall be inspected at
random locations using a Keane-Tator Surface Profile
Comparator (model 373) or equivalent. A power tooled
surface shall be f1nspected with use of efther a
roughness gage and/or equivalent.

The anchor pattern depth for a blasted or power tooled
surface shall be a minimum of 1.0 mils.

No maximum profile will be specified, providing that
correct millage and surface uniformity requirements
can be obtained after primer application.

N f i

After blasting power tool and prior to prime coat application,
QC shall verify that construction has fdentified each peice
with a unique number in accordance with References 1-A and 1-8.
The QC Inspector shall maintain a Protective Coatings Unique
Identification Number Log, Attachment | for all protective
coatings application on all steel designated for use in the
Reactor Building. Subsequent subdivision of coated steel in
the field or shop shall be witnessed by QC in accordance
with Reference 1-C.

NOTE:

A. Unique number may be assigned to a lot of material
to be prime coated at the same time. For example,
six pleces steel to be coated at same time may all
have same unfque number.

8. Liner plate is excluded from QP numbers.

Equipment which 1s f{Jdentified with a permanent plant
fdentification number need not be fdentified with a

Borm Mo |

TUGCO OA
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Protective Coatings unique [dentification Number. The term
"Equipment" 1is not to include pipe hangers, cable tn{
hangers, conduft supports, or structural steel, They wil
l"‘ ha‘vdo Protective Coating unique [dentification Numbers
assigned.

3.3 PRIMER PRE-APPLICATION INSPECTIONS

3.3.1  Ambient Conditions

JImmediately prior to primer application, the QC Inspector
shall determine air temperature, surface temperature,
relative humdity. The primer application shall not begin unless
the surface temperature is a minimum of 5° above the dew point,
When dry bulb readings are ?mtor than 100°F, the dew point
and relative humidity should be determined using the 100°F
reading (note in remarks).

Normal conditions of ambfent and surface temperatures shall

be is follows:
Dimetcote 6 40-120 40-130
Carboline I 40-95 40-110

In no case shall Carboline and Ameron limits be exceeded
(0«130°F ambient and 0-200°F surface temperatures). Coatin
materials (if thinned) shall be thinned in accordance wit
Reference 1-A or 18,

Humidity values may vary from 10% to 95%; however, primer
shall not be applied to a wet or damp surface.

3.3.2 Substrate Surface Acceptability

The Inspector shall visually refnspect the sandblasted or
powertooled surface of the substrate Jjust prior to primer
application for evidence of contamination (ofl, grease,
markings, rust, etc.) All contamination must be removed
prior to priming.

If rust forms after Blasting or Power Tooling, the surface
shall be "Shower Blasted" or "Re-furbisned" before priming.
Under no case will a prepared surface be exposed for more
than 24 hours before priming.

TNGCY Ca
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3.3.3  Air Supply Acceptability

The Inspector shall f{nspect the air supply systom for
pressure pots and spray guns for suftable 1ltcn/tnrl
separators. A trap, filter, or separator shall be installed
in air system to pressure pot and spray gun. The effective-
ness of these items shall be verified by u:oung a sheet of
white paper or cloth to the blast of air for approximately
30 seconds. The paper or cloth shall be examined for
evidence of contamination (011, water, foreign matter, etc.).
No evidence of contamination is acceptable.

Qualification of Applicator(s)

The Inspector shall verify (by Qualification Record or 1ist
of qualified applicators from QA file) that the coating
applicators on each shift are qualified for safety-related
coating work,

Mixing Operations
Coating Materials [dentification

The inspector shall inspect the coating materfal containers
prior to mixing contents for product fdentification and
verify that all materfals are correct for coating
application.

Approved materials are:

CZ-11 DIMETCOTE

Carbo Zinc 11 base (gray or green) Dimetcote 6 Dbase

Carbo Zinc filler Dimetcote filler

Carboline #21 or 33 Thinner Annrc::: #65 or 101
nner

He shall also verify that each component container fs
fdentified by batch number and that the shelf 1ife has not
expired. Carbo Zinc 11 base has a shelf 11fe of 12 months.
Carbo Zinc filler and Dimetcote 6 base and filler have a
shelf 11fe of 24 months,

Mixing Operations

An 1inspector shall witness each mixing/thinning operation.
The inspector shall verify that mixing operations .are
performed in accordance /ith Reference l-A and 1«8,

VALY 0a
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3.3.5.3 Thinning Oreration

3.3.5.4

34
.41

’.’

J.'

An finspector shall verify that primer thinning complies
:1:10 thinning requirements established in References l-A and

When coating materfals are mixed/thinned in locations other
than the field, the inspector verifying the mixing operation
shall f111 out the Paint Mixing S1ip, Attachment 3. The
fnspector performing the pre-application finspection shall
record the finformation from the Paint Mixing Slip on the
Inspection Report, Attachment 2. The Paint Mixing Slip
need not be retained.

PRIMER APPLICATION INSPECTION
Surveillance of Primer Application

Ouring application operations, the QC Inspector shall verify
that the pressure pot s continuously agftated. The QC
Inspector shall also verify that the hose length does not
exceed 75 feet, and that the coating has not coxceeded pot
11fe per Reference l-A or 1.8,

[ TION REPORTS

A1l fnspections required by Sections 3,1 through 3.4 shall
be documented on an IR, Attachment 2, in accordance with
Reference 1-0.

NOTE: A reject tag will be applied to any unsat area,
with the {nspection report, 1inspector's name,
and phone extension 1isted per Reference l-E.

WAPPING (F LARGE AREAS

For large areas which have recefved coatings prior to
10/23/81 (lssuance date of Rev § of tnhis procedure), a
unique number shall be assigned to the original inspection
checklist, This number will be transferred to.the area on a
map drawing to provide traceadility to the original
checklist, For any coatings applied after 10/23/81, the IR
number shall be transferred to the area on the map drawing,

The map drawing shail be waintained by the JC Supervisor, or
his designee, unti]l the entire surface has been coated, at
which time, the completed map shall be transmitted to the
Permanent Plant Records Vault,
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NOTE:1 Separate maps shall be maintained for the prime, seal,
and finish coats.

NOTE:2 If the coated area applicable to a given [R **
fs irregular 1in shape, a sketch should be
attached to the IR to indicate the extent of
the area inspected.

NOTE:3 Coating repairs requiring ncocunf shall be
mapped but repairs requiring only touch-up
need not be mapped.

NOTE: 4 The following parameters, as necessary, should

be considered for description of areas on
the on the sketch,

a. Bottom and top elevations (vertical and
diagonal surfaces) or elevation of surface
(horizontal surfaces).

b. DOimensions in relation to Azimuths column
Tines, reactor centerline of known location,

¢. Quadrant, compartment, cavity or room in
which 'Mlmtion area 1s located,

d. Unit number.

. Relation to surface to cardinal directions
(11e North, South, etc.).
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INSPECTION OF STEEL | PREPARED 8
SUBSTRATE SURFACE |

PREPARATION AND APPROYED 87
PRIMER APPLICATION |

‘Amovta 8Y:
1.0 REFERENCES
1-A CCP-30, "Coating Steel Substratas Inside Reactor Buildings
and Radiation Areas”
1-8 CCP-J0A, “"Coating Stee! Substrates I[nside Reactor Buildings
and Radiation Areas”
1=C Q1«QP=11.4+22, "0C Verification of Protective Coatings Unique

{dentification Number Transfer”

o ww HCTORICAL FILE

2.1 PURPOSE AND SCOPE

This Instruction shall describe methods ut!lized by Quality
Control 1n inspection of steel substrate surface preparation
and prime coat applications and in accordance with Refarences

w0 smenos  FOR INFORMATION OMLY
L1 PRE-BLAST CLEANING OPERATIONS

311 Ambient Conditions

T™he inspector shall detarmine air temperaturs, surface
temparature, relative humidity and dew-point of substrate
structures, A calibrated nonemercury filled dry bulb
thermomatar or 4 calibrated temperature recorder (Bristol
4069 TH or equivalent) shall be used for air ture
detarmination. A calibratead nonemarcury we bulb
thermometar or & calibrated humidity recorder (Bristol 4069
T™ or equivalent) shall be used to determine relative
humidity, The dew point shall be determined by the
diffarence in the dry and wet bulb temperatures using the

"ACE 24
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U.S. Department of Commerce Weather Bureau Psychrometric
Tables, W.B. No, 235. When dry bulb readings are greater
than 100°F, the dew point and relative humidity should be
determined using the 100°F redding (note in remarks). The
surface temperature shall be detarmined by placing a calibrated
urug' temperature thermometer (Omega - Amprove Fastemp, Range
10-250°F) 1n contact with the substrate surface to be blast
cleaned. The thermometar probe shall remain in contact with
the surface until the temperature reading stabilizes,

Final surface preparation shall not begin unless temperature
of the surface 1s a minftmum of §°F above the dew point,

Abrasive Acceptability

The I[nspector shall obtain & sample of the abrasive to be
used from each work area., The abrasive shall be verified
to be dry by feel. All grease, ofl and deleterious
material 13 unacceptable,

Particle size must be sufficient to achieve | m1) surface
profile minimum,

Slast fquipment Acceptability

The inspector shall perform the following inspections/tests
:: datermine acceptability of blast cleaning equipment prior
use:

4. Verify that water saparators are installed in atr
supply system and that the separators have been drained
of accumulated water and drains laft partially open,

b. Alr supply contamination shall be checked at the nozzle
prior to use by exposing a4 sheet of white paper or
cloth to the blast of afr (no sand) for approximately
30 seconds, The paper or cloth shall be examined for
evidence of contamination (of), water, forefgn matter,,
etc.). No cvidence of contamination 13 acceptable,

delvent Cleaning (If Chemical Contamination Present)

If otl, greasea, or other chemical contamination 13 g;nmt
verify that u‘vmt cleaning (In accordance with § -smi
i performed and that all chemical contamination 1§ removed
prior to blast cleaning steel surfaces.

i
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The inspector shall perform the followl inspections to
a::mn acceptability of the blast clunn or power tooled
surface:

4. Absence of Foreign Matter «« A visual inspection
shall be performed to determine that al! ol and
grease, dirt, millscale, rust, corrosfon products,
oxides, paint or other foreign matter have been
em!o«“v« from the surface except for
Tight . Ve
discolorations caused ? rust staing, mill scale,
oxides, ar slfgnt, tight residues of paint or
coating that may remain., At least 98 percant of
®ach square 1nch of surface area shall be free of
a1) residues, and the remainder shall be Timited
to Tight discolorations as mentioned above.

NOTE: If coating removal s required from an
area  or 1tem which has Deen coated 1in
Accordance with this finstruction, shadows
or tight residues of primer which may
Femain  in the profile of the previously
prepared substrate is accaptable,

b. Removal of Sharp Projections «« A reinspection for
Sharp projections that were not blended (rounded)
during blast cleaning or power tooling shall be
parformed,

Weid splatter on structura! stee! shall be removed
#ither grinding or sand blasting, Mowever, If

. weld splatter should remain after the above

operation, the weld splatter will be accaptabla,

ry slight streaks or slight.

mmﬂwmca. - ,
: bhqo-u.‘-l ' 10 MAR O ) W; Jof 12 |
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3.2 POST BLAST CLEANING OPERATIONS [
3.2.1 Blast Cleanwp ;
The finspector shall visually check the blasted substrate
surface.
The surfice shall be brushed or vacuumed %o the extent '
required for final surface fnspection. The adjacent aress '
shall be cleaned to the extent necessary to avoid '
contamination during subsequent coating app!ications. :
3.2.2 Blastud or Power Tooled Surface Acseptability
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Sharp projections are not acceptable.

Protrusions and peaks shall be ground to a rounded
c“m"

NOTE: Any mechanical surface preparation other
than sandblasting or hand or power tooling
of sharp s or weld spatter will require
4 visual welding fnspector's acceptance of
the work performed.

€. Anchor Pattern Depth -« The anchor pattarn depth of the
blasted or power tooled surface shall be inspected at
random locations using a Keane-Tator Surface Profile
Comparator (‘nul 373, or equivalent. A power tooled
surface shall be finspected with use of either a
roughness gage and/or equivalent,

The anchor rttm depth for a blasted or power tooled
surface shall be a minimum of 1.0 mils,

No  maximum file will be specified, providing that
correct millage and surface uniformity requirements
can be obtatned after primer appiication,

dnlque Nymper [dentification

Aftar blasting power tool and prior to prime coat app!ication,

QC shall verify that construction has fdentified each peice

with & unfque number in accordance with References l-A and 1«8,

The QC Inspector shall maintain a Protective Coatings Unique
[dentification Number Log, Attachment | for all protective
coatings Ifeation on all stee!l designated for use in the
Reactor Butlding. Subsequent subdivision of coated stee! in
the flald or :‘cg ihall be witnessed by OC in accordance
with Reference 1-C.

A, Unique number may be assigned to a lot of materia)
to be prime coated at the same time. For erample
$1x places steel to be coated at same time may alf
have sane unique number.

B.  Liner plate 15 axcluded from QP numbers.

lmmt which s fdentified with a permanent plant
fdentification number nesd not be ‘dentified with a
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3.3.1

3.3.2

Protective Coatings unique [dentification Number. The term
“Equipment” 1s not to finclude pipe hangers, cable tray
hangers, conduft supports, or structural steel. Thay will
1111 M.v‘o Protective Coating unique [dentification Numbers
assigned.

PRIMER PRE-APPLICATION INSPECTIONS
Ambient Conditions

Inmediately prior to primer application, the QC Inspector
shall determine air temperature, surface temperature,

relative humdity. The primer application shall not begin unless
the surface temperature 1s a minimum of 5° above the dew point.

When dry bulb readings are ?mur than 100°F, the dew point
and relative humidity should be determined using the 100°F
reading (note in remarks).

Normal conditions of ambient and surface temperatures shall
be as follows:

Ambient Temp. (°F) Surface Temp. (°F)

Dimetcote 6 40-120 40-130
Carbolinc I 40-95 40-110

In no case shall Carboline and Ameron l1imits bde exceeded
(0«130°F ambient and 0-200°F surface temperatures). Coating
materials (if thinned) shall be thinned in accordance with
Reference 1-A or 1-8.

Mumidity values may vary from 10% to 95%; however, primer
shall not be applied *o a wet or damp surface.

Substrate Surface Acceptability

The I[nspector shall visually reinspect the sandblasted or
powertooled surface of the substrate just prior to primer
application for evidence of contamination (ofl, grease,
markings, rust, etc.) A1l contamination must be removed
prior to priming.

If rust forms after Blasting or Power Tooling, the surface
shall be "Shower Blasted” or "Re<furbished" before priming.
Under no case will a prepared surface be exposed for more
than 24 hours before priming.

farm e, |
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3.3.3

3.3.4

3.3.5
3.3.5.1

3.3.5.2

1 ili

The Inspector shall inspect the afr supply system for
pressure pots and spray guns for suitable filters/traps/
separators. A trap, filter, or separator shall be installed
in afr system to pressure pot and spray gun. The effective-
ness of these ftems shall be verified by exposing a sheet of
white paper or cloth to the blast of air for appraximately
30 seconds. The paper or cloth shall be examined for

evidence of contamination (oil, water, foreign matter, etc.).

No evidence of contamination is acceptable.

Qualification of Applicator(s)

The Inspector shall verify (by Qualification Record or list
of qualified applicators from QA file) that the coating
applicators on each shift are qualified for safety-related
coating work.

Mixing Operations
Coating Materials [dentification

The inspector shall inspect the co-ting material containers
prior to mixing contents for sroduct fdentification and
verify that all materfals are correct for coating
application.

Approved materials are:
CZ-11 DIMETCOTE

Carbo Zinc 11 base (gray or green) Dimetcote 6 base

Carbo Zinc filler Dimetcote filler

Carboline #21 or 33 Thinner M«corﬁ #65 or 101
nner

He shall also verify that each component container f{s
fdentified by batch number and that the shelf 1ife has ..
expired, Carbo Zinc 11 bDase Mas a shelf 1ife ~* .. months.
Carbo Zinc filler and Dimetcote & base and filler have a
shelf 1ife of 24 months.

Mixing Operations
An finspector shall witness each mixing/thinning operation.

The {inspector shall verify that mixing operations .are
performed in accordance with Reference l<A and 1-8.

TUGC2 2a
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3.3.5.3 Thinning Operation

An inspector shall verify that primer thinning complies
with thinning requirements established in References l-A and
1-8.

3.3.5.4 When coating materials are mixed/thinned in locations other
than the field, the inspector verifying the mixing operation
shall fill out the Paint Mixing Slip, Attachment 3. The
inspector performing the pre-application inspection shall
record the information from the Paint Mixing Slip on the
Inspection Report, Attachment 2. The Paint Mixing Slip
need not be retained.

3.4 .PRIMER APPLICATION INSPECTION

3.4.1 Surveillance of Primer Application

During application operations, the QC Inspector shall verify
that the pressure pot 1is continuously agitated. The QC
Inspector shall also verify that the hose length does not
exceed 75 feet, and that the coating has not exceeded pot
1ife per Reference 1-A or 1-8.

3.5 INSPECTION REPORTS

A1l inspections required by Sections 3.1 through 3.4 shall |
be documented on an [R, Attachment 2, in accordance with
Reference 1-D.

3.6 MAPPING OF LARGE AREAS

For large areas which have received coatings prior to
10/23/81 (lIssuance date of Rev 5 of this procedure), a
unique number shall be assigned to the original inspection
checklist. This number will be transferred to the area on a
map drawing to provide traceability to the originai
checklist. For any coatings applied after 10/23/81, the IR
number shall be transferred to the area on the map drawing.

The map drawing shall be maintained by the QC Supervisor, or
his designee, until the entire surface has been coated, at .
which time, the completed map shall be transmitted to the »
Permanent Plant Records Vault.

Form Na. 1|



be considered for description of areas on
the on the sketch.

a. Bottom and top elevations (vertical and
diagonal surfaces) or elevation of surfaca
(horizontal surfaces).

b. Dimensions in relation to Azimuths column
lines, reactor centerline of known location.

¢. Quadrant, compartment, cavity or room in
which inspection area is located.

d. Unit number.

e. Relation to surface to cardinal directions
(1ie North, South, etc.).

! | : |
INSTRUCTION | - | ISSUE i
EVISION PAGE
TEXAS UTILITIES GENERATING CO. A | |  DATE i
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NOTE:1 Separate maps shall be maintained for the prime, seal, ’
and finish coats.
NOTE:2 If the coated area applicable to a given IR
is dirregular in shape, a sketch should be
attached to the IR to indicate the extent of
the area inspected.
NOTE:3 Coating repairs requiring recoating shall be
mapped but repairs reguiring only touch-up
need not be mapped.
NOTE:4 The following parameters, as necessary, should
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ATTACHMENT 1

PROTECTIVE COATINGS
UNIQUE [DENTIFICATION MUPEER LOG

| LOGNUMBER|  ITEM DESCRIPTION ! pare
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| |Q1-qp-11.4-1 | 10 (MARDL %83 | 100f 12 |
| ATTACHMENT 2 i
|
. COMANCME FEiK STEAM ZLICTRIC STATION .
o DAL e 3.
k. INSPECTICN RERCRT {h
3TSTeN/ TTACC TCAE EIORAT AN o —

A

Dm COMPLETED | ALL APSUCASLE ITEMS SATISFACTORY

a3 L Q1-gee11.e-1, Rev. . J

: I,
e ) TP OB  CMMeeron © P i on 3
N3P, RFSULTS . |

O mspecmion COMMATID, UNSATSACTORY (TEMNS LITED SEow R N o o
ITEN V0. j S ...’ .. -..‘-.a..;:nn'ﬁtc'nou ATTRIBUTES //Jé -%un! m:ir.m ';
¥, | Ambient conditions checked per Para. 3.1.1 and _ I} ! !

| recorded below: O0ATE: | | | | I
|_TIME: WET BULS TEMP : ORY BUL3 TEMP. | ! :
| RELATIVE HUMIDITY: DEW POINT: SURF . TEMP R e \
2 | Abrasive acceoeanle ner Para 112 f 5 !
3. | Sevarators installed, drained, and draing lefs W |
| partially open. | | | |
4, | Atr suoply free of contamination. | ! J
S. | Varify thav solvens cleaninz ne=fam—ad nriar $n { 0! : i
| Blasting in seenwdance wivh Para. 1.1 4, - l |

6. | 3last~+4 sur’- -2 and orofile: me !
| a. Blasted surface § surrounding areas cleaned per | .1-] | !
|___Parg, 12,1 : - - '
b. Surface free of foreign matter including grease and | | ! | |

| | |

¢. Sharp (non-rounded) projections removed.

|
|
oil. |
|
|

| d. Anchor pattern deoth 1.0 mil. minimum.

| (Continued on Sheet 2...)

7. | Unigue Number stamped on piece (Recora Unigue Mumber in | | { i

| 8lock 3 above.) P 1 | !

.| Ambient conditiors checked cer Para. 3.1.1 origr to L |

| primer apolication and record below: DATE: o5 ; |

| TIME: AET 8ULS TEMP: ORY 8ULS TEMP. . i ! j

| GELATIVE =UMIDITY: DEW POINT: SURF. TEMP: | !

b9, Substrate surface free of contaminants ang lecs shan | | ’

| 24 hours eiacsed since blasting. . Lt | |

10. | Trap, filter orsesarator installed cer Para, 3.3.3. | || ! |

1. | Afr supply free of contamiration. | |
T
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i ATTACHMENT 2 (Continued)
' QI-QP-11.4-1, Rev.
Sheet 2 of 2 e
COMANCHE PEAX STEAM ELECTAIC STATICY
INSPECTION REPORT
(SUPPLEMENTAL)
| |
-y i b INSPECTION aTTA'SLTZS |3 card 32 |
L 2 :t ﬁ i 1
) i i a {lice A $papmme ) ] ]
| i) 1 ]
13. | _Verify Mixina Operations per Para 1 1 & ‘ol | -1
14, 1___Coating Material Product [dentification: ‘ . l
'a, Base Lot No.: PART A.: |
b. Filler Lot No.: Pl :
Ic. Thinner Lor No. : P | 1
'd. Time Mixed: ol !
| ) N
1 bl )
15. Pressure oot agitated. ) |
l‘ °n: “:‘ ant axraedad i1 |
- Hose less than 7S ‘eer,
I |
[ | [
| -~ y

REMARKS: (Owas, SPecs £7C)

.
i?nm Sk LR Closen AT nicnaTLAS |
& | ! QC NSPECTIN %

e
J
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ATTACHMENT 3

PAINT MIXING SLIP
DATE:
BLDG. ELEV.
COATING: COLOR.
|
f ITIME MIXED: TEMP.
BATCH # BASE (A)
i CAT./FLR (B)
THINNER (C)
GAL.
MSTE #'s
INSP DATE:

Rorm Na, 1
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INSPECTION OF STEEL
SUBSTRATE SURFACE

PREPARATION AND - APPRQVED 8Y: ,/{ y

PRIMER APPLICATION

PREIARED 3Y:

prpnovea 3y

1-C

1-0
2.0
2.1

3.0
3.1
3.1.1

_ REFERENCES

CCP-30, "Coating Steel Substrates Inside Reactor 3uildings
and Radiation Areas"

CCP-30A, "Coating Steel Substrates Inside Reactor Buildings
and Radiation Areas"

QI-QP-11.4-22, "QC Yerification of Protective Coatings Unique
Identification Number Transfer"

CP-QP-18.0, "Inspection Repaoris

GENERAL H ,,-.,,.. bl i ’1 E’ag-E
PURPQSE AND SCOPE Zw e uu

This Instruction shall describe methods utilized by Quality

Control in inspection of steel substrate surface preparation
and prime coat applications and in accordance with References

1-A and 1-8. FOR 'NFﬂle‘Tlo \ ONLY

INSTRUCTION
PRE-BLAST CLEANING OPERATIONS

Ambient Conditions

The inspector shall determine air temperature, surface
temperature, relative humidity and dew-point of substrate
structures. A calibrated non-mer:@ury filled dry bulbd
thermometer or a calibrated temperature recorder (Bristol
4069 TH or equivalent) shall be used for air temperature
determination. A calibrated non-mercury wet Dbulb
thermometer or a calibrated humidity recorder (3ristol 4069
TH or equivalent) shall be used to determine relative
humidity. The dew point shall be determined by the
difference in the dry and wet bulb temperatures using the

TUGCS Ca
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3.1.2

3.1.3

3.1.4

U.S. Department of Commerce Weather Bureau Psychrometric
Tables, W.B8. No. 235. When dry bulb readings are greater
than 100°F, the dew point and relative humidity should be
determined using the 100°F reading (note in remarks). The

surface temperature shall be determined by placing a calibrated
surfacs temperature thermometer (Omega - Amprove Fastemp, Range

10-250"F) in contact with the substrate surface to be blast
cleaned. The thermometer probe shall remain in contact with
the surface until the temperature reading stabilizes.

Final surface preparation shall not begin unless temperature
of the surface is a minimum of 5°F above the dew point.

Abrasive Acceptability

The Inspector shall obtain a sample of the abrasive to be
used from each work area. The abrasive shall be verified
to be dry by feel.

Particle size must be sufficient to achieve 1 mil surface
profile minimum. A1l contamination is unacceptable.

Blast Equipment Acceptability

The inspector shall perform the following inspections/tests
to determine acceptability of blast cleaning equipment prior
to use:

a. Verify that water separators are installed in air
supply system and that the separators have been drained
of accumulated water and drains left partially open.

b. Air supply contamination shall be checked at the nozz'e
prior to use by exposing a sheet of white paper or
cloth to the blast of air (no sand) for approximately
30 seconds. The paper or cloth shall be examined for
evidence of contamination (oil, water, foreign matter,
etc.). No evidence of contamination is acceptable.

Solvent Cleaning (If Chemical Contamination Present)

If o0il, grease, or other chemical contamination is present,
verify that solvent cleaning (in accordance with SSPC-SP-1)
is performed and that all chemical contamination is removed
prior to blast cleaning steel surfaces.

IQI-QP-11.4-1 | 9 §e® ¢ 0R2 | 2 of 11
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3.2
3.2.1

3.2.2

POST BLAST CLEANING OPERATIONS
8last Cleanup

The inspector shall visually check the blasted substrate
surface.

The surface shall be brushed or vacuumed to the extent
required for final surface inspection. The adjacent areas
shall be cleaned to the extent necessary to avoid
contamination during subsequent coating applications.

Blasted or Power Tooled Surface Acceptability

The inspector shall perform the following inspections to
determine acceptability of the blast cleaned or power tooled
surface:

a. Absence of Foreign Matter -- A visual inspection
shall be performed to determine that all 0il and
grease, dirt, millscale, rust, corrosion products,
oxides, paint or other foreign matter have been
completely removed from the surface except for
light shadows, very slight streaks or slight.
discolorations caused by rust stains, mill scale,
oxides, or slight, tight residues of paint or
coating that may remain. At least 95 percent of
each square inch of surface area shall be free of
all residues, and the remainder shall be Timited
to light discolorations as mentioned above.

NOTE: [f coating removal 1is required from an
area or item which has been coated in
accordance with this instruction, shadows
or tight residues of primer which may
remain in the profile of the previously
prepared substrate is acceptable.

b. Removal of Sharp Projections -- A reinspection for
sharp projections that were not blended (rounded)
during blast cleaning or power tooling shall be
performed.

Weld splatter on structural steel shall bde removed
by either grinding or sand blasting. However, if
the weld splatter should remain after the above
operation, the weld splatter will be acceptable,

TUGCO CA
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3.2.3

Sharp projections are not acceptable.

Protrusions and peaks shall be ground to a rounded
contour.

NOTE: Any mechanical surface preparation other
than sandblasting or hand or power tooling
of sharp edges or weld spatter will require
a visual welding inspector's acceptance of
the work performed.

C.  Anchor Pattern Depth -- The anchor pattern depth of the
blasted or power tooled surface shall be inspected at
random locations using a Keane-Tator Surface Profile
Comparator (model 373) or equivalent. A power tooled
surface shall be inspected with use of either a
roughness gage and/or equivalent.

The anchor pattern depth for a blasted or power tooled
surface shall be a minimum of 1.0 mils:

No maximum profile will be specified, providing that
correct millage and surface uniformity requirements
can be obtained after primer application.

Unique Number Identification

After blasting power tool and prior to prime coat application,

QC shall verify that construction has identified each peice

with a unique number in accordance with References 1-A and 1-8.

The QC Inspector shall maintain a Protective Coatings Unique
Identification Number Log, Attachment 1 for all protective
coatings application on all steel designated for use in the
Reactor Building. Subsequent subdivision of coated steel in
the field or shop shall be witnessed by QC in accordance
with Reference 1-C.

NOTE:

A. Unique number may be assigned to a lot of material
to be prime coated at the same time. For example,
six pieces steel to be coated at same time may all
have same unique number.

8. Liner plate is excluded from QP numbers.

Equipment which s identified with a permanent plant
identification number need not be identified with a

TUGCO CA
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3.3
3.3.1

3.3.2

Protective Coatings unique Identification Number. The term
"Equipment” is not to include pipe hangers, cable tray
hangers, conduit supports, or structural steel., They will
all have Protective Coating unique I[dentification Numbers
assigned.

PRIMER PRE-APPLICATION INSPECTIONS
Ambient Conditions

Immediately prior to primer application, the QC Inspector
shall determine air temperature, surface temperature,
relative humdity. The primer application shall not begin unless
the surface temperature is a minimum of 5° above the dew point.
When dry bulb readings are greater than 100°F, the dew point
and relative humidity should be determined using the 100°F
reading (note in remarks).

Normal conditions of ambient and surface temperatures shall
be as follows:

Ambient Temp. (°F) Surface Temp. (°F)

Dimetcote 6 40-120 40-130
CarbolZinc II 40-35 40-110

In no case shall Carboline and Ameron limits be exceeded
(0-130°F ambient and 0-200°F surface temperatures). Coating
materials (if thinned) shall be thinned in accordance with
Reference 1-A or 1-8.

Humidity values may vary from 10% to 95%; however, primer
shall not be applied to a wet or damp surface.

Substrate Surface Acceptability

The Inspector shall visually reinspect the sandblasted or
powertooled surface of the substrate just prior to primer
application for evidence of contamination (oil, grease,
markings, rust, etc.) All contamination must be removed
prior to priming.

[f rust forms after Blasting or Power Tooling, the surface
shall be "Shower B8lasted" or "Re-furbished" before priming.
Under no case will a prepared surface be exposed for more
than 24 hours before priming.

TUGCS CA
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3.3.3 2ir Supply Acceptability

The Inspector shall inspect the air supply system for
pressure pots and spray guns for suitable filters/traps/
separators. A trap, filter, or separator shall be installed
in air system to pressure pot and spray gun. The effective-
ness of these items shall be verified by exposing a sheet of
white paper or cloth to the blast of air for approximately
30 seconds. The paper or cloth shall be examined for
evidence of contamination (o0il, water, foreign matter, etc.).
No evidence of contamination is acceptable.

3.3.4 Qualification of Applicator(s)

The Inspector shall verify (by Qualification Record or list
of qualified applicators from QA file) that the coating
applicators on each shift are qualified for safety-related
coating work.

3:3.5 Mixing Operations

3.3.5.1 Coating Materials I[dentification

The inspector shall inspect the coating material containers
prior to mixing contents for product identification and
verify that all materials are correct for coating
application.

| Approved materials are:

CZ-11 DIMETCOTE

Carbo Zinc 11 base (gray or green) Dimetcote 6 Dbase

Carbo Zinc filler Dimetcote filler

Carboline #21 or 33 Thinner Amercoat #65 or 101
Thinner

He shall also verify that each component container is
fdentified by batch number and that the shelf life has not
expired. Carbo Zinc 11 base has a shelf life of 12 months.
Carbo Zinc filler and Dimetcote 6 base and filler have a
shelf life of 24 months.

3.3.5.2 Mixing Operations
An inspector shall witness each mixing/thinning operation.

The 1inspector shall verify that mixing operations .are
performed in accordance with Reference l-A and 1-8.

TUGCS CA
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3.3.5.3

3.4
3.4.1

3.5

3.6

Thinning Operation

An inspector shall verify that primer thinning complies
with thinning requirements established in References 1-A and
1-8.

PRIMER APPLICATION INSPECTION

Surveillance of Primer Application

During application operations, the QC Inspector shall verify
that the pressure pot is continuously agitated. The QC
Inspector shall also verify that the hose length does not
exceed 75 feet, and that the coating has not exceeded pot
life per Reference 1-A of 1-8.

INSPECTION REPORTS

A1l inspections required by Sections 3.1 through 3.4 shall
be documented on an IR, Attachment 2, in accordance with
Reference 1-D.

MAPPING OF LARGE AREAS

For large areas which have received coatings prior to
10/23/81 (Issuance date of Rev 5 of this procedure), a
unique number shall be assigned to the original inspection
checklist. This number will be transferred to the area on a
map drawing to provide traceability to the original
chacklist. For any coatings applied after 10/23/81, the IR
number shall be transferred to the area on the map drawing.

The map drawing shall be maintained by the QC Supervisor, or
his designee, until the entire surface has been coated, at
which time, the completed map shall be transmitted to the
Permanent Plant Records Vault.

Separate maps shall be maintained for the prime, seal,

and finish coats.

NOTE:!
NOTE:2 If the coated area applicable to a given IR

:

is irregular in shape, a sketch should be
attached to the [R to indicate the extent of
the area inspected.

Coating repairs requiring recoating shall be
mapped but repairs requiring only toucheup
need not be mapped.

TUGCC CA
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NOTE: 4 The following parameters, as nece sary, should
be cons‘‘ered for description f areas on
the on the sketch.

a. Bottom and top elevations (sertical and
diagonal surfaces) or elevation of surface
(horizontal surfaces).

b. DOimensions in relation to Azimuths' column
lines, reactor centerline of known location.

l ¢. Quadrant, compartment, cavity or room in
which inspection area is locate .

d. Uni1t number.

‘ e. Relation to surface to cardinal directions
i (1ie North, South, etc.).
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Amdient conditions checred cer Para. 3.1.1 and

. - i

CINGE, BPGEr™ SR CSMenen CP%0T on 3
7 :

O wopecmon cowmaTen | sl AUCARLE ITEMS ATSFACTORY "
O weremion cowmaren. NaaTSMCTIAY TEva LSTED SEow 9C TNaPLCTOR L |
T e | - — T Tel -
MRt R ‘_MT.ON ATTRIBUTES ’ﬂ; !g! :uf! :wum

| recorded below: OQATE: |

| TIME: AET BULS TEWP CRY 8u

L!&A‘rm MUMIDLTY D€« POINT: SURF, TEMP. |

2 & Asive accsntanie ser Pars 2312 :
: 1. | Seoarators installed. drained. and draing lefr |

| partially ocpen, |

4. | Air sucoly free of contamination. | |

5. LYarify that soligne 2leanies sged-wmpd ariar : : :
| Blasting in arrardance oi®n Dars. 212 !
1 - .. . ! ) ]

6. | 8last~4 sur’ -1 and profile: |
\ 3, !] rf. nai rl - | |

| Para. 31.2.1 |

b. Surface free of foreign matter including grease and

o1l. |

€. Sharp (non-rounced) projections removed.

| d. Anchor nattern deoth 1.0 mil, minimum,

) | Unioue Numder stamped on piece (Recsra Unicue Mumter in - | i
| 8lock 3 above. ) v J
8, | Ambient conditions checked der Para. 2.1.1 prégr o !

| primer acolfcation and record Selow: DATE:

TIME: 4ET U3 TE'P: JRY 8ULS TEMP

QELATIVE -UMIDITY: OE4 POINT: SURF, TEMP:

b | Substracs jurface free of contaminancs aog less than |

| 24 hours eiacsed since hHlassing,

10. | Trap, filter or secarater installed cer Para. 1.31.1

11. | Afp supoly free of contaminasion,

| (Continued on Sheet 2...)
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| ATTACHEMENT 2 (Continued)

Sheet 2 of 2
COMANCHE PEAX STEAM ELISTRIC $TaTicv
INSPECTION REPCQRT

QI-QP-11.4-1, Rev,

INSPECTICN aATTRISUTES IS oard

]z m||!1f1ri;]gn at anlicarar [Liss dralisarame

1 Yerify Mixipe (oerasione ner dars 3 1 &

Td ™ Toating "ateria] Sraduct lcent:Fication:

‘g, 3ase Lot lo,: PART A.:

B, Filler Lot No.: i

S. Thinner Lot Ng

g, Time Miveq:

'le. Verify that shelf 1i%s or each coating comoonent has , |

not exoired,

18, Pressure cot _agitated.

}
prd 220 L1 €t suceeded, i

il HOS2 lacc shan JE ‘asr

[
!
!
]
|
|
{
|
|
I
!

REMARKS: (cwes, thecs, £7¢ )

|
! Fﬂ CTI T SATE
R SED CYGNATLAS
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