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1.1.1 The purpose of this procesure 1s to est

nment iners ang ragvil
cation, drawing, and manuracturer's requirements. This pro-
cedure may also be used “or coating any steel subsgratc insi

coating of Unit 1 and 2 stee! substrates inside the reactor
buildings and radiation areas scheduled to receive protective

coatings.
1.3 GENERAL DISCUSSION
1.3.1 All coating materials covered by this procedure shal) be as

manufactured by Carboline Corporation of St. Louis, Missour
- L coating system will consist of a prime coat of Tevee=idac
W with a finish coat of Phenoline J0531°2R"8W¥er to protect
prime coat from prolonged exposure, a seal coat consisting
of approximately one mil of Phencline 305, thinned in accord-
ance with Section 4.4.2.4, may be applied over the prime coat.
Surface preparation of the seal coat prior to finish coating,
M shall consist of solvent wiping {f exposed longer than 30
Hays 3 Finish coating shall be applied when convenient prior

o completion of the building ~<-<or, prior to placement of
oncntoi. equipment, or obstructions which would make finish
ocating impossible.

DEFINITIONS CF TERMS, ABBREVIATIONS AND SYMBOLS

.11 Substrate - The uncoated surface to which a coating fs
applied.

j

n areas in accordance with specifi-

the reactor buildings screduled t: receive m!ﬁ-i-vnmr,
and Phenoline 305 finish coat. ol [ o

v fedo, a o
1.2 SCOPE ruwad.\.'l R0 SadGaietua
1.2.1 The scope of this procedur ' covers the surface preparation and

o

i

o
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2.2 ABBREVIATIONS

2.2.1 (NONE)

2.3 SYMBOLS

2.3.1 (NOKE)

3. SPECIAL ITEMS AND OPERATIONS

3.1 QUALIFICATION OF PERSONNEL

3.1.1 Coating application personnel shall be qualified per previous
experience and practical application. In addition, each paint-
er shall have been instructed by the Paint Superintendent or
his representative in the use of the produce as consistent with
carboline’'s training procedures, which includes both classroom
fnstruction and a field appli.ation demonstration. This shall
be verified by completing a form similar to Attachment 1. This
form shall be-executed by tne BAR Paint Superintendent or his
representative, A coatin? manufacturer's representative will
be available for technical supervision upon initial painting
effort., Applicators performing work to Attachment 2 shall be
qualified for “Q" coatings, when applicable.

3.2 SAFETY REQUIREMENTS

3.2.1 All appropriate health, safety, and fire protection require-
ments pertaining to surface preparation and coating applica-
tion shall be followed. It shall be the responsibility of the
Safety Department Representative who will be present to establ-
Tish the frequency of monitoring of the coating work,

3.3 INSTRUMENTS AND THEIR USE
.3.1 The pnintin? Foreman and General Foreman shall have access to
and be familiar with the use of all instruments necessary to

insure efficiency of coating applications. This shall include
surface profile comparators, holiday detectors, thermometers, and
wet and dry film gauges. Viscosity measuring devices will not




3.4
3.4.1

3.5
3.5.1

3.5.2
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be used. Wet film gauges will be randomly used during coat-
ing application as an aid to field personnel on "henoline
305 only. Readings will be limited to the minimum necessary
to control coating thickness.

OOCUMENTATION

Records shall be maintained on all attachments listed in Sec-
tion 5.1, After completion, each form shall be forwarded to the
Brown & Root Document Control Center for filing and distribution
to the various parties as listed on the distridbution sheet.

RECEIVING, STORING AND DISPENSING OF COATING MATERIALS

Receiving and Storage - Upon receipt of a shipment of coatin
materizls, the B4R QC Representative accepting shipment shal
be responsible for completing all necessary receiving inspec-
tion documentation. General receiving procedures shall be
done in accordance with Brown & Root Construction Procedure
ACP-3. It shall then be segregated from Non-"Q" materials
and stored in the paint storage g where temperatures
will be maintained between 45° . F. Infrequent dips in air
temperature in storage areas as low as 329F for up to 24 hours
is acceptadble. Temporary storage may be required at the re-
ceiving warehouse due to receiving or other problems.

Dispcnsin? = When coating materials are needed in the field,
they shall be transferred from the controlled storage area to
temporary storage in the field; due to limited shelf-11fe this
shall be done on a "first-in*, "first-out” basis. After mate-
rials have been partially used from an individual container, the
same container cannct be resealed and returned to "Q" storage
area. Containers opened and partially used in the "Q* paint
storage area may be resealed and the contents used for later
“Q" painting. The contents from partially used containers will
not be reused after a perfod of one week has elapsed from date
of initial opening,




3.6
3.6.1

3.6.2

3.7
3.7.1

3.7.2

4.1
4.1.1

SPECIAL COATING PROCEDURE

When items require special coating not covered under the
content of this document, the appropriate Project Engineer
(Mechanical, Civil, Electrical) shall complete Attachment

2 and transmit 1t to the Paint Superintencent. A log of all
procedures from Attachment 2 shall be maintained by the Pro-
Ject Mechanical Engineer. The following information shall
be filled out on each procedure.

Each procedure shall be given an unique number. The scope
will describe the working 1imits of the procedure with de-
tailed work requirements being listed under the requirements
section. The aporovals section shall have signatures of the
following: Project Discipline Engineer (Mechanical, Civil,
etc.), Qx Manager if coating of item {s safety related, TUSI!
representative when required, Engineer who prepared document,
and a revision number and date. Upon completion of the doce
ument, distribution shall be made to all holders of this pro-
cedure.

TOUCH-UP AND FINISH COATING OF VENDOR APPLIED COATINGS

Prior to touch-up of primer or application of topcoat, an
adhesion test shall be performed by the Brown & Root QC
Department. If results are acceptable, work may proceed in
accordance with sections 4.4.2.2 through 4.4.2.9.

The QC Inspector or his representative shall notify the responsi-
ble area engineer and/or the Paint Superintendent as soon as
possible after receipt of a non-conforming ftem in need of paint
repair to allow time for Attachment 2 preparation and a planned
schedule for repair,

4. NOCEWRE_ FOR COATING

PREPARATION OF SUBSTRATES AND COATING MATERIALS

Surface Preparation for Primer - Under normal conditions, surface
preparation shall nof begin unless the temperature of the surface
to be blasted is !°‘ above the dew point. [f needed, the surface
to be primed shall then be cleaned of any heavy o1l or grease de-
posits in accordance with SSPC-SP10, “Near White Blas ng",
hand, or power tool grinding and scaling to achieve -2
profile. After sand blasting, hand or power tool gr and
scaling, the surface to be primed shall be air blasted and/or
solvent wiped to remove all sand and foreign materfals. This

shall be done until the surface 1s clean and will not be performed
unr! air-borne contaminants could adhere to tacky paint, Suffi-

STTVREN
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be provided to allow suspended particles to
settlie before beginning primer placement. If rust forms af-
ter blast cleaning, the surface shall be “"shower blast®
cleaned before painting. Under no case will a blast cleaned
surface be exposed for more than 24 hours prior to priming.
when applying coatings that will be joined together by a later
coating operation, the interface shall be constructed as fol-
lows: Overblast the steel to near white metal approximately
12" - 18" beyond the point which will receive primer. Drop
back approximately 12" - 18" on the primer when applying the
seal-coat,

4.1.2 Removal of Weld Spatter and Other Minor Surface Imperfestions
(NOT TO EXCEED .031" FOR CONTAINMENT LINERS) - If needed, weld
spatter omitted by others will be removed by Painting Persoanel
in accordance with SSPC-SP-2, and $P-3. In areas where grinding
and needle scaling 1s required, this will be witnessed by a
Brown & Root QC Representative. If it is determined that surface
defects are severe enough to require later repair, then the area
tc be repaired will be blocked out and spot painted at a later
date. All edges, protrusions, and peaks shall be ground smooth
t0 & rounded contour; as a guide 1/8-inch radius of the contour

may be used.
4.2 SURFACE PREPARATION FOR FINISH COAT
4.2.1 Surface preparation for the finish coat shall consist of the

removal, 1f needed of any ofl or grease. This shall be
(, accomplished by use of a manufacturer recommended cleanser

or cleansing method on areas tiit have been seal-coated, On
rimer is exposed, ofl and grease
g, hand, or power tool grinding,
and needle scaling and then by solvent wiping the area prior to
replacing the primer. Power too! grinding and needle scaling
should be equivalent to a near white blast SP-10 specification
-1::1no size limitation as long as the millage requirements are
0 ned,

4.2.2 The ambient temperature and relative humidity should ¢ measured
to determine the dew point temperature. Phenoline 308 finfsh
coat should not be applied unless the substrate temperature f{s
more than 59 F above the dew point.

LARAR
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4.3 PREPARATION OF COATING MATEiééfS

4.3.1 Primer - The primer, ? » 1s packaged in a two compo-

nent kit consisting of a base and zinc filler. The base shall
be thoroughly mixed first. Zinc filler shall then be added un-
der constant agitation and mixed until free of 1ut:;é,_23::nal___.{,<1
mixes shall be mixed by weight in a proportion of parts base

)5~ parts zinc filler using a suitable scale to achieve a plus
or minus 2 percent accuracy. The mixture shall then be strained
through a 30-mesh screen. Viscosity shall be controlled by add-

ing thinner as required up to the maximum allowed by the latest
revision of : : vers;

= The oat consists of,Pnencline 305, to
which is added a catalyst. This shall be thoroughly mixed while
comdining in a ratio, by volume, of four parts Phenoline 305 to
one part catalyst; the finish color shall be as required
by the governing specification. Viscosity control shall be
accomplished by adding thinner up to the maximum amount per-
mitted by the latest revision of Carboline Publication Num-
ber 473, (except recoating mixes - refer to Section 4.4.1.4),

4.4 APPLICATION OF PRIME AND FINISH COATING

» e mer
4.4.1 Prime CoatW@) Q cr\-m

4.4.1.1 Coating material shall be applied using conventional spray equip-
ment with agitated pressure pots having a maximum hose length of
75 feet. Care must be taken to assure that air and material
pressures are adjusted to compensate the additiona) length of
hose from 50' to 75' in length. The primer shall be allowed to
dry as much as possible (i hr. min. @ 700F, 50% R.H.) before
start of other construction operations which could create con-
tamination probiems. Any runs or sags having a detrimental
effect on the coating system shall be removed and repaired. The
following application parameters shall also be followed:

1. Normal cenditio f ambient 12§!=:rfac¢ temperature
shall be 40° . and 40° - » respectively;
however, primer may be applied within an ambient
range of 0° - 1309 and a surface temperature range
of 0% - 200°F. Under other than normal conditions,
it may be advisable to use mo thinner to reduce
ury spray. If surface température ve B5CF, it
is advisable to use between nt and 2

;m,’“% 1Muz.6 T

Ak wek aprhcakon
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§.4.1.2

2. Humidity values may vary from 10 to 95% however, coat-

3. Thickness of prime cat shall be a minimum o( 2 mils

ing shall not be applied to a wet or damp surface.

and a maximum of

qu 1 d ed pot having a adequate air volume
supp]y sha]l be used.

5. Coating material shall be applied using a 50% overlap

&e_ic%aty_‘g_gm?rimr - Prior tp-recoeTin
pr surface to be recoated-will wiped with cle

t
d

(

be gi

with each pass while holding the gun 8-10 inches from
the surface. Cross hatch application is permissible. ]

Curing time shall be as follows, depending upon approx-
imate temperature and relative humidity conditions:

Curing Time

Temperature with over 50% R.H. Before Topcoating
) 7 days
40°F, 24 hours
60°F, 2% +F hours
80°F, 14 % hours

100°F. ) 12 ¥ hours
Dumikdel o
If required, the cure of Garpe—2ine—ll.may be accelerated
by use cf water spray after allowing at least one hour
cure after application. This shall be done as often as
required using clean water having a ph range of 6 to 8.
If used, a filter system will be installed in order to as-

sure proper cleanliness of the curing water.
&..:% [4

he entire
rags pis-
ed w rbo¥ine Thimney #33./ Wiping /will/contifue untAl no
scolgrayion i noticed on/ the mags. bo Iinc 11 shall/then
thinned by using tyo quarts Carboline Thinper #33 per dallon.

Ox vercQats shall ba'app|ied.) ecia] attenton| shaul

app\ icasfonand dry m shickae Tha 4

This Wi f b¢ appljed [in order to/achieve 2,0 + 4.5 mils total/DFY.

surface shall not Be rétoated unt red per Sectio .1.1.6;

7
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&€ 1.3 Repair of Sags and Runs - Sags or runs in excess o will
be abraded aluminum screen or sandpaper .J mils
Sags or ru Sails or less which show no eviderc -crack-
ing will no resair [f coating surface is satisfactory af-

ter abrading, thERAT NISh coat may be applied; however, if coating
surface is unsatisfactory, blast, hand abrade or power tcol grind
to near white metal is required and primer coat re-applied. A
satisfactory coating is considered one having no mud-cracking to
the metal surface as visible to the unaided eye.

4.4.1.4 Brush touch-up painting shall be done on the prime coat in accor-
dance with the following:

Prine Coat:p, It;“?,(ijww R 17
= Carbc]in# icati ruct@\_(arm' 11)

) o e ?MNZL R6-7
: ‘ - Cars nc

Brush touch-up a?IOWed
on areas one sguare foot or less.

~D

4.4.1.5 Repair of Embedded Foreign Particles - Embedded foreign particles
shall be removed by aprading and recocated as outlined in Section
§.4.1.2.

4.4.1.6 Treatment of Rust Stains - Remove residue, though naot neces-
sarily the stain, with bristle brush and watew
m& A]lou to dry thoroughly. Wit Coucechine

Sy vthinnes Qrtrem T,
4.4.2 Finish co.tM‘z LArRo i Phenocline 305

§.4.2.1 Finish coating shal) be 2pplied using conventional, airless,
brush or roller. Weld se2ms may be given an initial coat of
1-2 mils finish coating thinned by using two .quarts Phenoline
Thinner per e2:h gallon kit Phenoline 305. The material shall
be allowed to dry as much as possible before any other const- l
ruction operaticns proceed which could create contamination
problems by dust or other foreign matter. A continuity check
shall be performed in azcordance with NACE T-6F-3 Condition "C".
No gross discontinuitite are accegtable such as holidays, voids,
skips, bubbles, and misses. Any rurs or sags having 2 detri-
mental effect cn the co2ting system shall be removed and re-
paired. The foliowing a;;’ Tication parameters shall govern:




§.4.2.2

§.4.2.3
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1. The permissible range of surface and ambient temperature
shall be 50 - 120 degrees F. However, when surface temp-
eratures are outside the range of 60 - 85 degrees F. or
ambient temperature outside 65 - 85 degrees F., it is per-
missible to use up to two quarts of Phenoline Thinner per
galion kit of Phenoline 305. The amount of thinner used
under these conditions (1 1/2 pints-2 quarts) shall be that
which gives the best workable mix under the given tempera-
ture conditions, i.e., usually advantagious to use more
thinner at lower temperature.

2. Minimum and maximum values of relative humidity shall be
0% and 852 respectively.

3. Thickness of coating shall be minimum of 2.5 mils and a
maximum of 5.5 mils. Minimum and maximum spot test val-
ves shall be 1.9 and 6.5 mils respectively. .

4. Coating material shall be applied using a 50% overlap
with each pass while holding the gun 8-10 inches from
the surface.

S. Recoating time of Phenoline 305 is 12 hours at 90 degrees
F. or 18 hours at 75 degrees F, and 50% R.H. Phenoline
305 thinned at two quarts Phenoline Thinner per gallon
kit may be recoated after four hours. After 30 days it
shall be solvent wiped prior to recoating with Phenoline
305 Thinner.

6. Tack free time at 75 degrees and 50% R.H. is 9 hours.

7. Full cure is achieved in 7 days at 75 degrees F. and 50%
R.H. /

29
Repair of Runs and Sags - Runs or saq be abraded until the
UFF of the Phencline aﬁs is withindl. mils. If cracks are
visible, then runs and sags will b 0 primer by power tool
grinding followed by solvent wiping.
coat will be considered acceptable. Area will be recoated as out-

pg cracking occurs, top
Tined in the Repair of Pinholes and Discontinuities (Section 4.4.2.4),

Repair of Embedded Foreign Particles - Foreign particles shall
be removed by abrading and tnen recoated as outlined in the
repair of pinnoles and discontinuities. Recoating shall not be
performed until 18 hours @ 75 degress F. or 12 hours @ S0 de-

grees F. have elapsed.
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4424 Repair of Pinholes and Discontinuities - Loose particles
shall be removed by brushing or vacuum, The entire area
shall then be solvent wiped using Phenoline 305 Thinner and
recoated using thinned down Pheonline 305 consisting of
two quarts Phenoline Thinrer per each gallon kit of Pheno-
line 305 applied at approximately 1-2 mils DFT. (See Sec-
tion 4.4.2.3 for recoating time.)

4.4.2.5 Repair of Scratches and Damaged Areas - Any scratches or
/////"‘\xdamaged areas wiil be atraded until jocosely adherunt parti-

|> cles are removed. The area will then be solvent wiped (few= ;
NM W imer, Phenoline Thinn#ﬁr top-
/’ 2 at), and repaired with appropriate coating.i Phenalin e
30577f damage does not extend to primer;
V g a I

Phenoline 305 if primer is damaged (if ared nsidered
major defect). Thickness shall be as required for the pert-
inent coating. If damage extends to metal and is considered
a major defect (Refer tc Section 4.4.2.9), damaged area wil)
be blasted, hand or machine ground until ba X

o s SN o - RET O NEETL

Afi edges of existing cbat-
ing around perimeter of cleaned area shall be feathered back
approximately 2 inches.

4.4.2.86 Brush touch-up painting shall be done on the finish coat in
accordance with the following:

1. Carboline Application Instructions (Phencline 305) Bul-
letin 775.

2. Carboline Praduct Data Sheet (Phenoline 305 Primer and
Finish) Bulletin 473. Brush touch-up and complete ap-
plication s allowed with no area restrictions.

4.4.2.7 Treatment of Rust Stains - If surface is contaminated with
rust stains or minute metallic particies, then surface shall
be prepared by solvent wiping with Phenoline 305 Thinner
and overcoating with a coat of Phenoline 305 prepared in
accordance with Section 4.4.2.4.

D Ao Wmm—

4.4.2.8 Repair of Topcoat/:#—_mnor Defect - (Minor defects are
defined as an area, eitner circular or linear, in which a "
diameter circle could not be completely inscribed at any point
along the entire length.) Blast or abrade, by machine or hand,
the Phenoline 305 finish surrounding the damaged area and grind
any exposed steel to a bright finish. Solvent wipe the surroun-
ding 305 finish with Carboline Surface Preparation I. Spray or
brush apply Phenoline 305 finish at Four mils nominal D.F.T.

over the damaged area, overlap at least ine inch onto the sur-
rounding 305 finish.




4.4.2.8

4.5.1

4.6

4.5.1
§4.6.2
§.6.3
4.6.4
4.6.5

S.1

or hand, the damaged area. Power tool or hand abrading
E; very thorough in order to prepare the surface for—€a4ﬂﬁéé=§=£:

‘mstLin' ‘..1: 16 1078
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Repair of,Tapcoatﬁﬁ'MaJ‘or Defects - (Major defects are
defined as an area, either circular or linear, in which a k"
diameter circle could be completely inscribed at any point A
or along the entire length.) Spot blast or abrade, by machine 4’;dh

The profile shall be equivalent to a near white

After coating system cure, final inspection, and resolution of
all discrepancies is completed, the QC Inspector shall document
the final acceptance by completing and signing the final accept-
ance record and will transmit a copy of this record to the B4R
Paint Superintendent as soon as possible after final acceptance
is made.

HOLD POINTS

Onsite receipt of coating materials.

Substrates before and following surface preparation.
Mixing and preparation of coating material for application.
Film characteristics after d?ing and curing.

Control of ambient conditions and surface temperatures during
all phases of the coating work.

5. SUPPORTING INFCRMATION
ATTACHMENTS
1. Painter Qualification Record

2. Special Coating Procedure

(CONTINUED ON NEXT PAGE)
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Gibbs & Hi1l Specification 2323-55-14, .
“Containment Steel Liner", Latest Revision

Steel Structures Paint Council, Volume 2, Second Ediiion
Carboline Corporation “Application Instructions”,

October 76-K Revision, and 473, Latest Revision

ANSI N 101.2, .

“Protective Coatings (Paints) for Light Water Nuclea:
Reactor Containment Facilities”

Gibbs & Hi1l Specification 2323-AS-31,
“Protective Coatings", Latest Revision

Gibbs & Hill Specification 2323-M5-101,
"Equipment Erection”, Latest Revision

Gibbs & Hill Specification 2323-MS-438,
“Nuclear Piping“, Latest Revision

Gibbs & Hill Specification 2323-MS-443,
“Non-Nuclear Piping” ‘

Gibbs & Hill Specification 2323-M5-100,
“Piping Erection”

Gibbs % Hill Specification 2323-55-17,
“Miscellaneous Steel”, Latest Revision
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Date

ATTACHMENT 1
BROWN & ROQT, INC.
COMANCHE PEAK STEAM ELECTRIC STATION
Painter Qualification lecord

GENERAL DATA

Report Number

Name of Painter

Summary of Field Experience

TECHNICAL DATA

Experience with

Following Product Types

Application Tes

t for Specified Substrate

Additional Qual

ifications (School)

Distribution:

Signature

Applicator's Field Supervisor
Painting Supt.
Q.C. Department

~~~~~
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QA/QC
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Dear Goréon:

Attached is our revision to your specification as you
regquested. If you have any questions, please feel free
to call me.

I discussed the Dimetcote 6 availability situation with
Manny Nerios. It seems as though the present stock that
he maintains 1s committed for STP and NPS. He can, how-
ever, stock for your requirements in gallon ccocntainers
as your require, if we should reach some agreement and
initiate a blanket purchase order. With this in mind,

I do not foresee any problems in Ameron supplying your
primer regquirements.

I also discussed with Noel Duvic, the gaps in the steel
plates that must be sealed. He feels that after plast-
ing and priming, the gaps can be filled, by spatula, with
NuKlad l1lll Surfacing. Then the topcoat can be applied.

I have enclosed a technical data sheet for this product.

If I can be of further assistance, please feel free to
call me.

Very ly.

L

Gene Centofanti, P.E. 8
Sr. Engineering Services
Representative

Gcﬂgahnc
Attachments
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June 16, 1982 \\~ ,

Mr. Mark Wells - tl
Brown & Root

Comanche Peak

P.0. Box 1001

Glen Rose, Texas 76043

Dear Mark:

I have reviewed Revision 3 of your construction procedure CCP-40, and find it
acceptable. I have made some comments (attached) which may be helpful with
your next revision. I am also sending to you our latest revision of the
1158/11/1201 application procedure. If you have any questions, please do not
hesitate tc call me.

Nutec Product Manager

GEA:dg

Encl: Application Procedure 115/11/1201
Comments to Revision 3
A v
cc: Robert TayloerQI
Vivian Martinez
File

IMPERIAL NUCLEAR Dwimor of impena Professionsl Costings
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COMMENTS

A;’/i.l.l and th:&ﬁ.hout Specification

Change Reactic 1201 to NUTEC 1201 - Although these two are one and the
same, Imperial has officially used the name, NUTEC, for the past two -
vears and all containers received by the jobsite will be labeled as

such.

»‘c 6-1.1.2

Delete "-ompletely"
Insert: Residual marking remaining in pores belwo the plane of the
surface is acceptable.

In #4 change "one square inch" to four square inches.

Delete "sand" in "sand filler." Other pigments besides sand are present
in the filler component.

E. 4.2.2.1 Induction Times

Change as indicated below to be consistent with written Imperial

procedures.
50-59°F* = 45 min.
60-69°F = 30 wmin.
70-79°F - 20 min.
80-90°F = 10 min.
91-100°F - None

* Product Temperatures
F. 4.3.1.1

~=1. 1 believe "48 days" should be "48 hours"

~=J2. In #5 change recoat times as indicated to be consistent with
Imperial procedures.

50-59°F = 72 hrs.

60-69°F ~ 48 hrs.

70-79°F - 24 hrs.

80-89°F - 18 hrs.

91-100°F - 12 hrs.
\\J 3. In #6 delete "touched -up or." This section deals with a full
Q coating of the dried NUTEC 11S with another coat of NUTEC 118

or a full coat of NUTEC 11. The dry to touch definition was
included in the specification to determine recoat times when
the cure time or temperature was in question.




. Comments
Page 2

NV F. 4.3.1.1 (Comn't)

4. In #7 change "recoated" to "touched-up." This change will
allow almost immediate touch-up on repair to the NUTEC 11§

without prolonged cure time. As it reads now, it contradicts
#6.

G. Mark, I did not go over completely the calculations to determine whether or
not the weights in Attachments 2 and 3 are correct. However, I did note that
there is a decimal point missing in the 1 quart extension in Attachment 3 and
my calculations come up with slightly different numbers. I think it would be
a good idea to have someone recheck the numbers.

In my February 17, 1981 letter, I indicated that the mixing ratio for 1201 white
is 52.3 base: 7.7 (1bs) cure for a five gallon kit:

Therefore:
Quantity Base Cure
5 gallons 52 lbs 4.8 oz. 7 1lbs. 11.2 oz.

1 quart 2 1bs 5.8 oz. 6.2 oz.




TENAS UTILITIES GENERATING COMPANY

P O BOX 1002 GIEN ROSE TEXAS 76041

CPPA: 37,712 March 26, 1984

Imperial Professional Coatinas
P.0. Box 29077
New Orleans, Louisiana 70189

COMANCHE PEAK STEAM ELECTRIC STATION
CCP 40 VENDOR REVIEW

Dear Mr. Arnold:

Please find enclosed one copy of construction procedure CCP 40
ev. 7 for review and comment.

Please review this procedure at your earliest convenience and send
estions or comments to this office.

Sincerely

R. ﬁ 1551nger
Project Civil Engineer

y )
RMK /MW /bb
attachment
cc: ARMS (0L, 1A)
Finis Peyton - Purchasing (1L, 1A)

ADIVISION 8 TENAS PTILITIES BL P TREC 0 PPaNy




PROTECTIVE COATINGS

FOR CORROSION RESISTANCE o FIRE PROTECTION

carboline

AREA CODE 2
644 1000

CABLE - CARBOCO - sT. Louis
TELEX- 447332

WATERPROOFING

Novenber 9, 1983

Texas Utilities Services, Inc.
P. 0. Box 1002
Glen Rose, Texas 76043

Attention: Mr. R. M. Kissinger
Project Civil Engineer

Dear Mr. Kissinger,

REPLY TO:

CARBOLINE COMPANY
1325 19¢h ST, - STE. 3-8
PLANO, TX. 75074
(214) 424-7512

Il has been reviewed, and found to be

“ABEA INE COMBANY 8 150 MANLEY INDUSTRIAL COURT ¢ €T LOUIS MISSOUR! 63144



TEXAS UTILITIES SERVICES INC.

P O BOX 1wz - GLEN ROSE TEXAS 76043

CPPA-34,792 October 27, 1983

Carboline Company

1325 19th ST.-STE. 3-8
Plano, Texas 75074
Attn: Charles Rushing

COMANCHE PEAK STEAM ELECTRIC STATION
CONSTRUCTION PROCEPURE CCP-30

Dear "'r. "ushing,

Pleaze find enclosed one copy of construction Procedure CCP-30
Revision 1] for your review and comment.

Please review this procedure and return all gquestions or comments
to this office. '

Very truly yours,

| 3

MR350~

R.M. Kissinger
Project Civil Engineer

)
™~
Rnx/m/sgr :

cc: Steven Harrison - Carboline Co. St. Louis, Mo.
ARMS
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