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Specification: CNS-1205.00-00~0005
Addendum No.: 10
Date: July 16, 1982

DUKE POWER TOMPANY
CATAWBA NUCLEAR STATION
UNITS 1 & 2

Nuclear Safety Related Stainless Steel Valves

Reference Section 5.0 REFERENCE DRAWINGS AND/OR ATTACHMENTS

The following attachments shall be renumbered and revised as follows:

5.15 Duke Power Company Standard Coating Specification NNN=|| revised on
July 22, 1976 for valves located outside Reactor Building.

5.16 Duke Power Spare Parts Form, Form SP-1, Revision I.
Add:
5.17 Duke Power Company Valve List Description, Rev. F dated July 16, 1982,

Reference Section 8.0 GENERAL DESIGN

Add:

8.1.24 Design of each valve shall satisfy requirements of this specification
and following specific valve list:

CN-0150-.0
CN=300- 0
CN-600-10
CN=900-10
CN=1500-10

Revise the following par.graph:

8.2.2 The stem material shall conform to SA-276, Type 316 Condition B;
SA-56L, Type 630; AMS 5659 or owner approved equal.
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DUKE POWER COMPANY

RING DEPARTMENT

NNN-II

_Egn Engineering

Examples:
structural
extended peri

for operating

ATTACHMENTS

The following Duke Power Company attachments are attached to and made
a part of this specification:
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or Coating Informatio

COATING MATERIALS

Coating materials shall be in strict accordance with Duke Power Company

Standard Approved Materials for System NNN-II.

Surface Preparation

Prime Coat
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OUKE POWER COMPANY
DESIGN ENGINEERING DEPARTMENT

{UCLEAR CUATING SPECIFICATION NO.NNN-II
7=22-76 (3)
10=21=74 (2)

6-8-72 g. 6= 1=74 (1)

By: Desiagn Engineering Lats; Revise
5. SURFACE PREPARATION
5. Surface preparation shall be in strict accordance with Duke Power
Company Standard Surface Preparation DP-SP5-|mmersion.
6. APPLICATION
6.1 Application shall be in strict accordance with Duke Power Company
Application Procedures for DP#12.
7. MIXING AND THINNING
7.1 _Mixing and thinning shall be in strict accordance with Duke Power
Company Jata Sheets VI| A, manufacturer's recommendations and
SSPC-Pi-~1-64 Paint Application Specifications No. |, Shop, Field,
and Maintenance Painting.
8. EQUIPMENT
8.1 Equipment shall be in sirict accordance with menufacturer's recommenda~
tions and SSPC-PA-1-6L Paint Application Specifications No. |, Shop,
Field, anc Maintenance Painting.
9. WORKMANSHIP
9.1 Workmanship shall be in strict accordance with Duke Power Company
Workmanshiy Standa-ds for Nuclear Exposures.
10. INSPECTICN
10. Inspection shall be in strict accordance with Duke Power Company

Inspection Standards for Nuclear Exposures.
J1. RECORDS
The vendor is o ccmplete the Duke Power Company Nesign Engineering

Department Vendor Coating Information Form #1 and return it with his
bid proposal to Duke Pawer Company .

$-6-22-2
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DUKE POWER COMPANY
DESIGN ENGINEERING DCPARTMENT

By:

Durwood Peach DATE 1-1-74 REVISED

6.1

6.2

6.3

6.4

6.5

6.6

6. APPLICATION FGR DP# 12

No material shall be applied when the surface or air temperature is below
35°F or above 110°F, when the relative humidity is above 90%, or when
the temperature is within 5°F of the dew point,

Material shall be applied by spray application provided the minimum DFT
per coat and workmanship requirements of this specification are met.

Minimum DFT shall be as specified in section & when inspected in
accordance with SSPC=-PA2-72,

All areas with DFT readings less than specified in section & shall be
corrected as specified in section 6.7,

Prior to topcoating each coat shall be allowed to dry in strict accordance
with the follewing minimum guidelines based on temperature and relative
humidity unless covered by a writtlen project variation procedure.

TEMPERATURE
Lo°F S0°F 60°F 70°F 80°F 90°F

Lo% 72 hr.

50% 60 hr.

60% L8 nr,

70% 36 hr.,

80% 24 hr,

90% 12 hr,

Drying time for shipment or stucking together of finish coated work shall
be in accordance with the following minimum quidelines unless covered by
a written project variation procedure.

TEMPERATURE

LO°F 50°F 60°F J0°F 80°F 90°F
Lo% 12 hr.
50% 8 hr,
60% 6 hr,
70% s hr,
80‘/:, 2 hr ¢
90% 1 hr,
“Adequate cure can be checked by scratching primed wurfoce with o cuin
A cured zinc Tilm will polish and an uncured zinc tilm will wrinkl:,

ppepaveDd BY QA
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ODUKE POWERR COUMPANY 4—]
DESIGN ENGINLERING DEPARTMENT

By: Durwood Peach paTg !-1-74 REVISLD

6.7 Touch Up Procedures with DPi 12

6.7.1 Surface preparation of demaued or bare areas shall be in accordance
with DPSP#6, except for areas previously blast cleaned to & DPSP#G

that have no signs of rust biooms which shall be cleaned to a
minimum DP-SP3.

6.7.2 Application shall be in accordance with section 6.1 through
section 6.7 for all previously primed steel not exceeding the
drying times specified in section 6.5.

6.7.3 Application for previously primed surfaces which have exceeded
drying times specified in section 6.5 shall be the same as
6.7 .2 except material shall be thinned 254 to 50%.

6.7.4 Stacking and loading after touch up shall be in accordance with
section 6.6 wunless areas touched up do not make contact with
other surfaces during stacking and loading.

7. MIXING AND THINNING

7.1 Prior to thinning or application, asll material shall be thoroughly mixed
in such @ manner as to insurc the breaking apart of ail lumps, compliete
dispersion of all settled pigments, and a uniform composition.

7:2 Mixing and thinning shall be with a power mixer in accordance with
DP Product Data Sheet VIl A for DP4# 12 for the product selected.

Tl Mixed material shall be applied within the maximum pot life specified on
DP Product Data Sheet VII A for DP# 12 for the product selected or prior
to any significant change in viscosity, whichever comes first.

7.4 Use of additional thinner to lower the viscosily after the mixed pot life
has been excecded shall not be alloweo.

7.5 If work is stopped for short periods of time, moterial will be flushed i
from the fluid lines and equipment c¢leaned.

7.6 Mixed material shall be strained throvgh & 30-50 mesh strainer prior to
application,




DUKC POWER COMPARY
DESIGH ENGIMNEERING DEPARTMENT

BY

WORKMANSHIP STANDARDS
NUCLEAR EXPQOSURES

Design Engineering DATE

9., WORKMANSHIP

Al)l work shall meet the minimum requirements of the Duke Power Company
Coating Specifications and referenced standards or previously agreed
upon variations of these standards.

All work shall be supervised by qualified persons who have read and
understand the Duke Power Company Standard Coating Specifications for
the specific work he is responsible for supervising.

All work will be done by persons experienced with the specific materials
being applied or used unless accompanied by someone who is experienced
in the work being performed.

Any completed work not mceting the minimum requirements of the Duke

Power Company Coating Specification shall be corrected prior to
topcoating or completion of advanced stages of the operation.

The following standards of workmanship are considered necessary to

accomplish good workmanship and shall be adhered to unless covered by
a written project variation procedure.

9.5.1 Coating Materials

All paint materials and accessories shall be delivered
to the jobsite in original, unopened containers with
the manufacturer's labels and tags intact. Containers
shall remain unopened until required for mixing and
thinning.

All paint shall be stored under cover and off the
ground for no longer than the shelf life specified,
and at the I N HINUM=me temperatures speci fied

on Duke Power Company eld Coatings Product Data
Sheet Vi
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DUKE POWER COMPANY
DESIGN ENGINEERING DEPARTMENT

BY Design Engineering DATE  &-1-/k REVISED

WORKMANSHIP STANDARDS
NUCLEAR EXPOSURES

9.5.3

9.5.4

Surface Preparation

9.5.3.1 Cleaning and Painting shall be scheduled so that
the dust and other contaminants from the cleaning
process will not fall on newly painted surfaces.

9.5.3.2 Where required, imperfections, holes, stictwelds in
the surface shall be filled with approved fillers or
caulking.

9.5.3.3 Hardware, trim, underwriters labels, manufacturer's
serial numbers, dials, gauges, and other items shall
be removed or masked to allow proper application of
the coatings and prevent damage.

9.5.3.4 All concrete hardners, curing agents and form release
agents shall be compatible with the recommended
coating system or be remcved prior to any coating
work,

Masking of Friction Joints and Weld Joints

9.5.4.1 Steel surfaces which are primed with an inorganic
zinc primer shall not be masked if the following
conditions are specified:

a. Areas to be welded shall be primed with a fully
weldable inorganic zinc primer,

b. Arecas to be joined with High Tension (Friction
Type) bolts such as ASTM Type A325 or A4S0 shull
be primed with an inorganic zinc primer - either
weldable or non-weldable.

Steel surfaces which are primed with an inorganic
zinc primer shall he masked back two inchee from
cdges to be welded if they are to become part of a
vesse! which must ~onform to the ASME Pressure
Vessel Code.,

9.5.4.2 Steel surface. which are primed in the <hop shall
be wasked as noted below if an inorganic primer is used.
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DUKE POWER COMPANY
DESIGN ENGINCERING UEPAVIMENT

BY.

Design Enginecring  DATE 6=1-74 REVISED

WORKMANS HI P STANDARDS
NUCLEAK EXPOSURES

APPROYI S Y 0y

GO ot ..

9.5.5

9.5.6

9.5.7

8. Areas to be welded shall be masked so that no
organic coating is within six (6) inches of the
weld prior to the welding operation,

b. Arcas to be joined with the High Tension (Friction
Type) bolts such as ASTM Type A325 or A4S0 shall
be masked so that no orgunic coating is beneath
the bolts prior to joining.

€. These requirements shall also apply to organic
topcoats when shop applied or when applied prior
to assembly or erection,

Application

9.5.5.1

9.5.5.2

All applied coatings shall be freoe of runs, sags,
drops, ridges, waves, laps, bubbles, embedded foreian
matter, and other indications of improper applicatien
procedures,

Drying time between coats shall be in accordance with
section 6 of this specification, Duke Power Company
Field Coatings Product Data Sheet Vil A, and the
Manufacturer's Product Data Sheets on the specific
products in that order of priority,

Mixing and Thinning

9.5.6.1

Equipment

9.5.7.1

3:5.7.2

9.5.7.3

Mixing and thinning shall be in accordance with
section 6 of this specitication and Duke Power Company
Field Product Data Sheet VIl 4.

ALl cqaipment sholl meet . b requirements of soction
8 of thi specificat { o,

ANl equip wint shall b BLab it conteed in e wor bing
order, L shalb ) be Lharenghly e leane o aned iJ;prc'rH
daily Worrn Lap Gy ntwzzlen, oy, blast
o2z ey W O et AT Saty "o need r_]c)()r' vty k
standard ball be 1o looed teqularty,

Effective ol and vl o vt il or s haltl Le el and

serviced an a3l ai Fines

€ L1



DUKE POWER

DESIGN ENGINEERIN EPARTMENT

INSPECTION STANDARDS

NUCLEAR EXPOSURES

Enginecring DATE

10. INSPECTION

Power Company, the coating manufacturer and their responsible
epresentatives shall have access to shop or field at all times
surface preparation, and ylication of coating work or
work previously finished.

The Qwner reserves the right to > - 311 wOrk that does not meet
the Duke Power Company Coating fication. This may be done

|

either at the vendor's shop or jobsite.

All or any portion of finished work not meeting the minimum standards

of this specification and referenced standards shall be corrected by
the applicator or vendo unless otherwise agreed to in writing by

Duke Power Company.

Inspection by Duke Power Company or their responsible representatives.
or failure to provide inspection shall not relieve the applicator

of his responsibilities provide materials and perftorm the work
accordance with the Duke Power Company coating specifications.

The applicator shall be inspection

equipment as necessary check inimum ¢ aximum condit

nu \

of this specification.

Insp on Procedure O ear exposure
equest or

) ject.
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ELD COATINGS

COMPANY obil Chemical Company DP NO 12
DATE 1=1=74 |, rev.C

PRODUCT NAME Mobilzinc 7 PRODUCT NO: 13-F=-12

PRODUCT DESCRIPTION. An inorganic ethyl silicate zinc rich metal primer form-
ulated for excellent weathering and abrasion resistance. Affords cathodic

protection of the steel. Can be applied to load bearing surfaces.

USAGES As a shop or field primer over blast cleaned steel surfaces exposed
to long term weathering before being topcoated or scvere moisture after being
topcoated with an epoxy, vinyl, urethane, chlorinated rubber or latex finish.

PRODUCT |INFORMATION

PIGMENT TYPE Zinc dust, Inerts and Colorents
VEHICLE TYPE Ethyl Silicate

SOLVENTS & DILUENTS Alcohols, Glycol Ether

COLOR Gray Green

GLOSS L ow
SOLIDS BY VOLUME ' 63%
SOLIDS BY WEIGHT 80.5%
WEIGHT PER GALLON 21.3
THEO, COVERAGE )

THEO., COVERAGE

VISCOSITY

PIGMENT VOLUME CONCENTRATION:
FLASH POINT

TOXICITY

SHELF LIFE

C

4
o

w

Hh N
dad

o
v wn

~ OO~ w o
NV ON
L ™
> 0 0
C . .

- v +

Zinc dust

6 monthe on vehicle
STORAGE TEMPERATURE 25°F - 100°F
PACKAGED 2 component

PHYSICAL PRO \ INFORMAT I ON

Interior and exterior (topcoated)
Pocor

Excellent

) = 5.0 mils

mils

- fl
r 48
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MANTIFACTURER PRODUCT NO 13-F=12 DUKL POWIR KO . 12
MIXING: Pour liguid component "A'" (6.6 lbs, liquid) into a clean dry, metal ]
container, sift component "8 (14.06 Ibs. dust) slowly into the liquid
while stirring constantly with power mixer until smooth and free from
lumps. Strain through a 30-50 mesh screen.
SURFACE PREPARATIONS
SUBSTRATES PRIMERS NORMAL SEVERE
Steel Self SP#6, 10 SP#5, 10
Galvanized Self SP#6, 10 SP#5, 10

FINISH COATS: pp#s53, 62, 63, 64, 67, 68, 69, 70, 73, 74, 75
APPLICATION: PREFERRED Conventional Spray or special Airless Spray
LIMITED Brush (small “ouch up)
THINNER: BRUSH/ROLL 7=-T=3
SPRAY 7=T=16, 7-1-3
CLEAN-UP Alcohol, 7-T-16, 7-T-3
THINNING Z: BRUSH/ROLL 0-20
SPRAY 0-20
POT LIFE (:) @: S0°F 10 hr,
70°F 8 hr.
90°F 4 hr,
DRYING TIME (#): TOUCH HANDLE RD RECOAT
S0°F I hr. 4 hr, 3-48 hrs,
70°F LS min, 3 hr, Depending upon temperatures
90°F 30 min. 2 hr, and relative humidity,
EQUIPMENT:
COMMENTS ;
1. Do not exczeed 6.0 mils dft. iy TG
2. Do not topcoat with alkyds on oil bascd «oat ings. APPROVED LE N
3. Materi‘-" must have rn“-_},‘\ '.L,‘u"f(l(_t_‘ prof;lt for proper .;\f.“t_'si()n. 7 / ol 7
. ¥ ) . _ A - R
4. Apply wet--do not dry spray or allow ereessive overpr ay, ‘L/iéﬂf:v froee e
5 Material is moisture cured. B ¢ 4
R=Recommended LR=Limited Recomin ndat i ons NR=-KRot Recomponded  NA=Not App i abd




DUKE POWER COMPANY
DESIGN ENGINEERING DEPARTMENT
VENDOR COATING INFORMATION ¥l
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Project: Date:
D.P. Co. Paint
Spec. No.: Category:
Vendor : Equlip:

Substrate Materlal:

SENERAL INFORMATION

Estimated Surface Area
By Sq. Ft.

Estimated Coating Primer
Quantities

e 2

Per Item

Total

Intermediate

Gal.

Gal.,

Finish
Gal.

e s

Duke Power Standard Coating (Completed by vendor If DP Co. standard spec. is used)

Duke Power

Finish Color No.

Coating System and Name

Primer Intermediate Topcoat
Duke Power
Product No. DP#¥ DP# DP#
Manufacturer

VENDOR'S STANDARD COATING

Surface Preparation (check one)

Steel Structures Painting Councll $SPC-Standards-64

Pl | sp2 | sp3 | sPs | sP6

SP7

SP8 SPI10

Other (describe)

|

|

R —

Generic Coating

Alkyd

Lacquer

Phenolic

Epoxy | Urethane | Other (describe)

Primer

Intermediate

Finish

Rev. 0 10/21/74







FORM SP-1

Revision |

DUKE POWER COMPANY
SPARE PARTS FORM

Plant: ; _ SYSTEM IDENTIFICATION MO, : T i i e ¢

Component : ) ) 1 Specification No. .E. MPSCo Order No.
D.E.P.R. W, el i, . e
S.P.P.R, No.

Base Delivery Date: : ______ Duke Drawing No. _ ) AL Wl _ Manufacturer's Equipment Model No.
Alternate Date: e ki _____ Contractor Dwgq. .. i (1)

Contractor Name ] ».P. MPSCo Order No.

Basis For Manufacturing| Price(Base

~Recommended | Expected Service )
Spare Part Name & No. QTY/UNIT Life of Recommen- Recommendat ion Lead Time it) Comments
ded Spares

(2) (3) . (4) ] S L |- ARG, AT St SR ¢ K




SPECIFICATION NO.: CNS-1205.00-00-0005
ADDENDUM NO.- 10
ATTACHMENT NO.: 5.17



Revision F

_ Specification : (CNS-1205.00-00-0005
e DUKE POWER COMPANY Addendum No.: 10

Attachment No.: 5.17
VALVE LIST DESCRIPTION Page | of 8

GENERAL:

This valve list description will supply the vendor with the necessary information
required to interpret Duke Power Company Valve Lists. Each column of the valve
list and the abbreviations used are defined. Information defined by the following
notes is not directly referenced to by the valve list but is, in fact, an extension
of each valve list.

All valves are to meet Duke Power Company Valve Specifications as presented to
vendor on award of contract.

NOTES:
A) Valve List Numbering System
Code

CN-1500-16 10 Stainless Steel (Muclear)
11.Stainless Steel 2 1/2" and larger (Conventional)
12 Carbon Steel (Nuclear)
13 Carbon Steel 2 1/2'" and larger (Conventional)
14 Stainless 2 1/2" and larger (Nuclear)
15 Cast lIron
16 Stainless Steel 2 1/2" and larger (Nuclear)
17 Stainless Steel 2 1/2'" and larger (Conventional)
18 Carbon Steel 2 1/2'" and larger (Nuclear)
19 Carbon Steel 2 1/2" and larger (Conventional)
20. Carbon Steel 2 1/2" and larger (Nuclear)
21 Carbon Steel 2' and smal!ler (Conventional)
Body 22 Carbon Steel 2" and smaller (Nuclear)
Material 23 Stainless Steel 2" and smaller (Conventional)
24 Stainless Steel 2' and smaller (Nuclear)
25 Stainless Steel = Plug Valves (Conventional)
26 Stainless Steel - Plug Valves ( Nuclear)
27 Carbon Steel - Diaphragm Valves (Conventional)
28 Carbon Steel - Plug Valves (Nuclear)
29 Aluminum - Diaphragm Valves (Conventional)
30 Stainless Steel - Diaphragm Valves ( Nuclear)
31 Bronze Diaphragm Valves ( Conventional)
32 Carbon Steel - Disphragm Valves ( Nuclear)
33 Carbon Butterfly Valves (Conventional)
34 Carbon Steel Butterfly Valves ( Nuclear)
35 Carbon Steel Butterfly Valves (Conventional)
36 Carbon Steel Butterfly Valves ( Nuclear)

38 Solenoid Valves (Nuclear)

39 Carbon Stee!l Butterfly Valves (Conventional)

LD Stainless Steel-Ball Valves (Nuclear)

k1 Carbon Steel-Ball Valves (Nuclear)

42 Carbon Steel - 2' and smaller (Conventional)

L3 Stainless steel = 2" and smaller (Conventional)
bk Carbon Steel! - 2" and smaller (Nuclear)

L5 Stainless Steel - 2' and smaller (Nuclear)



Dnke Power Company

Valve List Description

Revision F

Page la. Page 2 of 8

CN-1500-16

k6 Stainless Steel - 2 and smaller (Conventional)
L7 Stainless Steel - 2" and smaller (Nuclear)

48 Carbon Steel - 2" and smaller (Nuclear)

43 Carbon Steel - Ball Valves (Conventional

50 Stainless Steel - Ball Valves (Conventional)

76 Carbon Steel Wafer Check Valves (Nuclear)
4 1254 Loo # 15004 45004
(Press. Class ) 150# 600# 2500#

Station Symbol 300# 3004 35004
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Page 3 of 8
Valve list number will appear at the top of each sheet of the applicable valve
‘list; along with the latest revision number and date revised,

Item Number (First Column of Valve List)

Each valve shall have a metal tag, permanently secured to the valve yoke or as
otherwise defined and as called for in the valve specification, which will show
the item number of the valve,

)

ltem

Number p

Code Definition

841
4% Identification Number
A-125# G-600#
B-150# H=900#
C-Spare J=1500#
D-300# K=2500#¢
E-Spare L-3500#
F-LO0# M=-L500#
0Y, (Spare)
02, Carbon Steel
03. (Spare)
04, Stainless Steel
. - 05. Stainless Steel

(Body Material) 06. Carbon Steel
07. (Spare)
08, (Spare)
09, Stainless Steel
10, Aluminum
11, Bronze

All materials required for use in DPCo classification A, B, C, D, E, F, G, and H
(see item ''C'" this description) will be procured in accordance with the applicable
Specification,

Item numbers succeeded by an asterisk denote valves located within the reactor
building, Please refer to the applicable Duke Power Company Specification regarding
these valves,

Duke Valve Class (Second Column of Valve List)

This note described the different Duke Class and applicable Design Criteria for
each class of valves,

DPCo Class Design Criteria Seismic Loading
A ASME Section III, Class | Yes
B ASME Section III, Class 2 Yes
C ASME Section ITT, Class 3 Yes
D ASME Section TTI, Class 2 No
£ ANS| B31.1.0 No
F ANS1 B31.1.0 Yes
G ANS | B31.1.0 No
H Duke Power Specification No



(Third Column of Valve List)
note describes the different types of valves and is used by Duke Power Company.
ode Definition
Lo AME AR N

Solenoid Valve
;ate Valye
;lobe Valve
heck Valve
Diaphragm Valve
Butterfly Valve
Plug Valve
Needle Valve

Ouantity (Fourth Column of Valve List)

-
Column L of the valve list gives the quantity reguired, Each valve should be
tagged with an item number as outlined 'n B) of this description,
"

>1ze (Fifth Column of Valve List)

| sizes are nominal pipe size (NPS) and will be given in inches,

Manufacturers Figure Number (Sixth Column of Valve List)

Column 6 of the valve 1ist will give the manufacturer's drawing or figure number.

This column will be completed when Duke knows the appropriate number required,.
wWhen this column is left blank, the valve manufacturer will supply the valve most
suitable for Duke's requirements as spelled out on the valve list,

Operator (Seventh Column of Valve List)
Definition
o L OFY
Manufacturer's standard handwhee |

Chainwheel QOperated (valve will be installed
with stem in horizontal position and arranged
for chain wheel operation), Chainwheel only
shall be furnished with valve and shall be
mounted by the manufacturer prior to shipment
(Chain by Duke Power Company) .

Electric Motor Operated - Unless otherwise
stated, Electric Motor Operators will be
supplied in accordance with the Specification.

EMO succeeded by an asterisk (*) indicates
that valve has a safety-related function and
must meet the Electric Valve Operator Acceptance

Criteria as defined in valve specification,




|
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Code Definition
SOL Solenoid Operated
AIR Air Operated
X0 Special Operator (See Remarks - Item '""N'' of

1
)

J

K)

this description)

Operator Speed (Eighth Column of Valve List)

This note indicates speed of operation required, If left blank or otherwise
unspecified, standard speed (12 in,/min,) is to be supplied,

Valve Ends (Ninth Column of Valve List)
This note describes the different end preparation required on valves,
For butt welding ends, the following code will apply:

Code Definition

f_-lso ﬁ Pipe Schedule

| The particular Weld End Preparation Detail
on Duke Drawing No. 1676-1

For socket weld, screwed, flanged and special ends, the following codes will apply:

Code Definition

SW Socket weld ends to be in accordance with
ANS | B16.11,

SCR chewed ends to be in accordance with ANS |
B16.11

Fl 1254 Cast Iron - Flat Face

F2 2504 Cast Iron - 1/16" Raised Face

F3 150¢ Steel - Flat Face

F4 1504 Steel - 1/16" Raised Face

F5 300# Steel - Flat Face

Fé 300# Steel - 1/16" Raised Face

SE Special Ends - See Remarks |tem "N'"' this
description

WAF Wafer

FLN Flanged ends - Diaphragm valves

Seal Leak-0ff (Tenth Column of valve List)

This column wil) indicate when a valve requires a lantern gland leak=of f connection,
Code Defini:_gn
Yes Valve shall have , lantern gland leak-off

connection in accordance with the valve
specification,

NA Lantern gland leak-off not applicable,
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L)  Lock and Locking Device (Eleventh Column of Valve List)

This column will indicate when a valve requires a lock and locking device. (Mfg.

standard)
Code Definition
Yes Valve to be equipped with lock and locking

device. However, when valve has a chainwheel
operator, lock and locking device will be
supplied by Duke Power Construction Department,

NA Lock and locking device not applicable.
M) Design Condition - PSIG and Temp (Twelth and Thirteenth Columns of Valve List)

The PSIG and Temperature (° F) column provides the vendor with the necessary in-
formation needed to supply the appropriate valve. Design temperature and pressure
ratings will be furnished for the applicable pressure class regarding check and
handwhee! operated globe and gate valves, On alr and motor operated valves the
differential pressure across the valve will be the pressure given in the PSIG
column,

N) Remarks
Any additional or special information required by the manufacturer to produce
the quality valves as required by Duke will be spelled out in the remarks area,
(See attached sample of valve list for remarks area),

0) Revisions

Revisions to any valve list will be indicated in a cover letter transmittal with
each valve list,

P) Delivery Schedule
The total quantity ordered of any one item may be divided into groups with

different required delivery dates. The following code will give the vendor
the essential information for the applicable delivery schedule:

Code - DELIVERY REOD: (000) AA/AA/AA
Definition: (000) - Ouantity Required

AA/AA/AA - Date Required

12-13-77
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REVIS ION

Page 8 of 8

INITIALS DATE
A Revised and re-issued %M /T ’5/77
B Added Nuclear Diaphragm and Wafer Check oY 2 -
List to Note "A" A \ 3A//" 2
c Added Nuclear Ball and a 3" and smaller )Z%i // //
list to Note "A" . 00 7 | /1% /50
-/
D Updated Note "A'" to revise No. 4] to ) .
Carbon Steel Ball Valves and No. 42 to ~/1§
2" and smaller conventional valves. Also “ .
added No.'s 43 ¢ 45 thru 49 for new
contract requirements.
3 Updated Note "A" to revise No. 48 to Carbon //
Steel 2" and smaller Nuclear valves. Also / y 2 /31 /¢2 |
added No.'s 4b and 50 for new contract L |
requirements. Reivsed Note C to indicate ;
DPCo Class H as Duke's own specification.
' |
F

Updated Note '"A" to revise No. 10 and No. 12
to allow for the use of all size valves.

Chid ﬂ/é 7/efb

w
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NUCLEAR SAFETY RELATED

SUKE POWER COMPANY
DESIGH ENGINEZRING DEPARTMENT

e b ole o

o wane Bio 8 ae

NUCLEAR COATING SPECIFICATION NO, CN-0CO<I«! . L

8y: Desien Engineering Date: ll=1-7% Revised: o

1. SCOPE

1.1 This specification daflnes the method of surface preparation, materlals,
epplication, and Inspection and record reculrements for =oating carbon
steel surfaces cleared to meet 3 minimum DP=SP 10 «~ immersion hear white
matal blast cleaning) rated as class I surface arsas of a nuclear power e
plant,

1.2 Class I surfaces are exposed areas In the Cantalmment and Reactor
Bulldings and the interior of tank linings of the reactor coclant systesm,
that must withstand a 0BA and LOCA,

1.3 Exampies: As a shop or pre-installation system for ecuipment and misc,
componenets that cannct be blast cleaned and coated in place and where
normal operating surface temperatures do not exceed 200°F., Normally
enly touch up of damaged areas is required after inscailation.

2. ATTACHMENTS

2.1 The follcwing Duke Power Commany attachments are attached o and mace

a part of this speciflcation:

2.1.1 Approved Materlals

2.1.2 Surface Preparations

2.1.3 Application Procecures

2.1.4 Vorkmanship Standards

2.1.5 Inspection Standards

2.1.6 Record Regulrements

2.1.7 Quke Power Compeny Field 0Dsta Sheet VIIA
3. T ING MATERIALS

3.1 Coating materials shall be In strict aczordance with Duke Power Company
Standard Approved Materlals for System CNe0QO<=I-l.

L, COATING SYSTEM -

L.1 Surface Preparation DP-SPI0-immersion (near whim metal blast cleaning) .

L2 Prime Coat OP#12 Inorgcanic Ethyl STlicate @2.0 COFT

Zinc Rich Primer
4.3 Finish Coat OP#67 Catalyzec Phenclic Epoxy ® 4.0 OFT
Minimum 6.0 OFT

CN=§be3alb



NUGLEAR SAFETY RELATED

SUKE POWER COMPANY

DESIGN ENGINEERING DEPARYMENT

NUCLEAR COATIAG SPECIFICATION NO. CN=000-1-]

By: Desion Engineering Date:.  ll=1-7¢ Revised:

£. SURFACE PREPARATION

5.1 Surface Preparation shall be In strict accordance w!th Duke Power
Company Standard Surface Preparation OP«5P10~immersion,

6. APPLICATION

6.1 Apollcation shall be inm stric: sczordancza with Duke Power Comsany
Application Procacures for, DP#12 anc DPEE7,

7. MIXING AND THINNING
7.1 Mixing and thinning shall be In strict aczordance with Duka Power
Company Data Sheets VIl A, manufacsurer's recoomendations and

SSPC-PA=1=64 Paint Appilcation Speciflications Ne. 1, Sheop, Fleld,
and Maintenance Painting,

8., EQUIPMENT
8.1 Egulpment shall Se In stries accordance with mamufacturer's recommenda~
tlons and SSPC-PA=1-54 Palnt Applicatien Speciflcations Ne, 1, Shep,
Fleid, and Maintenance Painting,
S. VWORXMANSHIP

S.1 Workmanshiz shall be In strict accordance with Duke Power Corpany
workmanship Standards for Nucleasr Exposures,

10, INSPECTION

10,1 Inspection shall be In strict accordance with Duke Power Compary
Inspection Standards for Nuclear Exposures,

11, RECORD REQUIREMENTS

11,1 Records for al) Class I Leve! Vender coating work shall be Im strice
accorcance with Duke Power Company Nuclear Coating Certiflcation ONeMMMT

11.2 Records for all Class I Leve! Field applied coating work shall be In
strict aczordance with Duke Power Comoany Construcsion Procedure M-20,

CNeSebetay
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NJCLEAR SAFETY RELATED

- —

OUXE POWER COMPANY
DESIGN ENGINEZRING DEPARTMENT e

STANDARD APPROVED MATER IALS

8. Dasiga Engineering QATE 11-le78 REVISED — — _ . o
“ %
SYSTEM CN«00O-I-]
3. MATERIALS
3.1 The selection of materials for use In this 'spoctflcatlon 5y the
apelicater or vencor shall be those products listed in Section 3.3
unless specifically definec in Section 1.2, All materials salected
shall be from one coating manufacsurer.
3.2
3.3 Approved Matarials
3.3.1- Coatings manufaciured by car:o!ing Company
OP¥ 12 Zardezine N
OP¥ €7 Phenciine 305 Finish
ol ’
Dpe
3:3.2 Ceatings manuTacsured by
el g
Opw
or#
oP#
3.3.3  Coatings manufactured by
or#
Dp¥
DP#.
orP#
3.3.4  Coatings manufactured by
Op#
Dp#
ol
ory
3.4

Products are as shown on Duke Fower Lompany Field Coatings Data
Sheet ViA anc Menufacturers Procucs Technical 3ulleting.

AFPROVED sy QA

. ?’,«’c /. / —
S=8=5te ¢ T £L2s

Savy
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DUKE PCWER COMPANY - - & sl

—_— DESIGN ENGINEERING DEPARTMENT

- . — o — —

By:

Durwood Peach gaTg == REVISED -

5.1

5.2

5.3
5.
5.5
5.6
5.7
5.8

5.9
s.10

s-,'

5.12

5.13

§. SURFACE PREPARATION OP-SPIC = I MMERS ION—

Matal surfaces shall be prepared by dry hand sandblasting or automatic
blast cleaning In strict accordance with Structural Steel Painting
Councl! SSPC-SP10-63 (Near White Metal Blast Cleaning).

Minioum cleaning is as defined in Section 2.2 of SSPC-SPI0-63. If Visual
Standards are necessary, they shall be established by preparing actual
pan s for aporoval by Duke Fower Company or frem cantrol panels designated
»y Duke Power Comoany. €EPC-V|S~1=63T Visual Stancards shall not be vsed
to establish minimum standarcs,

No surface presaration shal! be allowed when the csemperaturs is within S°F
of the dew point or asove 5C% relative humidity. Surface areas expcsec
to condensation or moisture prior te tcpcsating shal)l ba redlastec.

Blasting shall not be performed in the same area where coating or curing
of csated surfaces are in process. .

The surface shall be *ree of excassive grease or oil prier to slast clean=

ing. Organic scivents, alkaline solutions, stecam, hot water with cetergents,

or cther systems that completely remove cirs, oil, grease, eic., may Se
used.

glasting ecuipment shall e In goeod sperating condltlions as resuired by the

sanufacturer. Traps and filtars in air lines shall be frequently cleaned

and checked,

The grit snall be sharp silica sand, steel slag grit, similar or equal to
16135 mesh flint silica to give a 1.2 %o 2.5 mils ancher pattern. N
poiished surfaces shall Se allowed.

The camoressec air used for nozzle blasting shall be free of detrimental
,qmcunts of concensec water anc oil., Adeguate separators ang traps shall be
uysed. Nezzlae pressure shall not be less than 80 psi.

Contaminated sand or grit shall not be used for finlshed work.

Remove weld splatter and visible welding contamination. Grind sherp ecges
to 1/8" radius and grind welds. Skip welds should be welded solid or
cau lked.

All visible burrs, slivers, scabs, and weld splatter shall be removed after
blast cleaning.

The prime csat shall be applied within 8 hours after blasting and/cr before
any rust blooms begin to form. Redlas: 2!l surfaces that exceed these
conditions before apelying prime coat,

Remove a!l traces of grit, dust, grease, and foreign matter after blase
cleaning and pricr to aoplication of eacn ccat of material dy solvent
cleaning, hich pressure air or brush, .

secoovio BY QA .

e |

cneadves 3¥
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DUXE POWER COMPANY - - - : -
DESIGN ENGINESRING ODEPARTMENT

e | By=—Durwood Peach * patg  1=1=7b. REVISED -

5.1

5.2

5.3
5.4
5.5
.5.5
5.7
5.8

5.9
5.10

5§, SURFACE PREPARATION DP=SPI0 = IMMERSION

Metal surfaces shall be prepared by dry hand sandblasting or automatic
blast cleaning In strict accarcance with Structural Steel Painting
tounclt SSPC-SP10-63 (Near White Metal Blast Cleaning).

Minisusm cleaning Is as defined In Section 2.2 of SSPC-SP10-63, 1f Visual
Standards are necessary, they sha!l be established by presaring actual
panels for aporoval by Duke Power Comoany or from control panels cesignated
by Duka Power CoTmany. €5PC-V1S=1=61T Visual Stancarcs shall not be used
ts eszablish minimum standards. .

No surface precacaticn shall be allowed when the temperiaturs 1s within 5°F
of the cew peint or asove 3C% relative mumidity. Surfaca areas expcsed
to concensation or moisture srlor to topcsating shal!l be redlasted.

8lasting shall net be serformed In the same area where ccating or curing
of coated surfaces are in process, :

The surface shall de free of excessive grease or @il prior o blast clean~
ing, Organic solvents, alkaline solutions, steam, hot water with detergents,
or other systems that completely remove dire, oil, grease, etc., may Le

used. .

Blasting ecuipment shall be In goce sperating conditions as recuired By the
manufacturer. Traps and filters in air lines shall be freguently cleanec :
and checked.

The grit shall be sharp silica sand, steel slag grit, similar or ecual
16=35 mesh flint silica te give a 1.2 %o 2.5 mils ancher pattern., Ne
polished surfaces shall be allowed,

The comoressed alr used for nczzle Blasting shall be free of detrimental
,amounts of candensed water anc oll, Adecuate separaters anc trass shall be
used. Nozsle pressure shall not be less than 80.psl.

contaminated sané or grit shall not be used for finished work.

Remove weld splatter and visible welding contamination, Grind sharp edges
to 1/8" radius and grind welds, Skip weids should be welded solid or
caulked.

All visible Surrs, slivers, scadbs, and weld splatter shall be removed afzer
plast cleaning.

The pr!mﬁ esat shall be apelied within & hours after blasting and/cr befere
any rust blooms begin to form. Renlast all surfaces that exceed these
conditions before applying prime coat.

Remove al) traces of grit, dust, grease, and foreign matzer after blast
cleaning and prior to application of sach coat of material by solvent
cleaning, high pressure air or brush.

\ serngvin OY QA

P, (a’/- >
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DUXE POWER COMPANY e e e s waie o A

APOROVED 3Y QA
-

CESIGN ENGINEERING DEPARTMENT ety ;
By: Durweod Paach oATE __l=1=7% ____ revis
e —————————————————————
6. APPLICATION FOR OP# 12 .

8.1 No material shall be applled when the surface or alr temperature Is balow
35°F or above 11C°F, when the relative huaidity Is above 50%, or when
the tesperature s within 5°F of the dew point,

€.2 materlal shall be applled by spray appilcation provided the minimum DFT
Per Coat and workzanship requirements of this specification are det.

6.3 Minimum OFT shall be as speciflied in section & whnen inspected In
acordance with SSPC-PAZ-72, :

6.4 All areas with OFT rescdings less then specifled in section & shall be
correctec as specifled In section 6.7,

6.5 Prier teo topcsating each coat shall be allowed to dry In strict aczorcance
with the following minimua guicdelines basec on temperature anc relative
huaidity unless covered by a written project variation proceadura.

TEMPERATURE :
Losr S0°f &°r 7C°F go*r Q0°*F
Lo%n 72 hr,
5C% 6C hr.,
60% L8 hr,
70% 36 hr.
8c% 28 hr,
8.6 Drving time for shipment eor $tacking together of finish ccated werk shall

be in aczordances with the following minimum guidel ines wuniess Covered by
4 written project variation procedurs.

TEMPERATURE

Lo*r 5C*F 80°F 70°F 80°F SO°F
Lon e hr,
5C% € he,
60% & hr,
70% b hr,
8o% 2 hr,
SC% 1 hr,

*Adecuate cure can bde checked 2y scratching primed surfaca with a coin.
A cured zinc filam will poiish and an uncyrec zinc film will wrinkle.

—T e

'/’

- — i —

el 67 oats S=10e12e]

— —— — —————————— - — . . — — ——
- - - -
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By: Durwood Pesch , BATE  I=le7% REVISED -
T ————————————

- ——— — —

. - -
T

. 6.7 ~'l’cuc.rt Up Procadures with DP# 12
6.7.] Surfece preparation of camaged or bare areas shall da in

that have ne signs of rust bloocms which shall be cleanes
minioum 0P-573,

6.7 .2 excest material shall be thinned 25% o 50%.

other surfaces during sTacking and lcading,

7+ MIXING AND THINNING

disparsion of all sattled pigments, and a uniform compesition,

7.2 Nixing and thinning shall be with a power mixer In accordancs wi
OP Procuct Data Shest Vil A for DP#F 12 for the product selected,

t0 any significant change in viscosity, whichever comes firse.
has been exceeced shall not be allowed,
from the fluid lines and equipment cleaned,

application.

APPrCiTd Y @A

’ . c——————————
St s E

arpnvED wi

po— - — ——

acSordance

with DPSP#6, exceot for areas previously blast cleaned to a OPSPHE

e a

€.7.2 Asplicazien shall Se In accordenca with section 6.] through
section 6.7 for all previcusly primed steel net exceeding the
! erying times specified in section 6.5.

6.7.3 Asplication for previously primed surfaces which have excesced
érying times specified in seczion 5.5 shall be the sace as

6.7.4 tacking and lcading afser touch up shall be in scsoriance with
section 6.5 unless areas touched up do not make contact with

7.1  Prier to thinning or application; all matarial shall be thoroughly mixed
in such & senner as to insure the bresking acart of all lumps, compiets

th

7.3  Mixed material shall be applied within the maxioum pot |ife specified on
OP Product Data Sheet Vil A for OP# 12 for the product selected or prior

7.4  Use of additional thinner to lower the viscasity after the mixed pot life
7.5 If work is stopped for shor: periods of time, material wil} pe flushec

7.6  Mized material shall be strained through s 30-50 mesh strainer prior to

S=10=12-2



Page 10 of 32

— - - - . -—

- - — p— . - e — — - —
A S W — ————— - ——— ——— — . —— — ——— — - —_

NUCLEAR SAFETY RELATED

ol OUXZ POWER COMPANY =~ ’ ' -

BESIGN ENGINEERING DEPARTMENT Yee

-
Reiine

K

BY:

Design Enginesring DATE 11178 REYISED
N

6.!

6.2

6.3

s.k

6.5

6.6

6.7

6.8

\ — ———
€. APPLICATION FOR DP#&7

Ne material shall be apolied when the surface or alr temperature Ig
below 50°F or above 120°F, when the relative humidity is above SC%,
OF whan the temperature s within 5°F of the dew point,

Material shall he awolied by brush, roller or spray awolication provided
the ainimum OFT per Coat anc woricmanship reculrements of this specification
are met,

v
Paint that has been Storec at low temoeratures shall be brought up o
4 ninioum of 70°F before mixing and thinning,

Prior 2o thinning or awplication a3l material shall be thoroughly mixed
in such 2 manner as te Insure the Sreaking apart of all lumps, complete
dispersion of all setiled pigments, and a uniform composition.

Storage, nixing', thinning, anc induczien time shall be with power
mixer in aczorcance with DP Product Data Sheez VI A for OPAE7 for
the produce selected, .

Mixed materlial shall be applied within the maximum pot 1ife specified on
OF Product Data Sheet VII A for DPEET for the product seiected or prier
%0 any significant change in viscosity, whichever comes first,

Use of additional thinmer to jower the viscosity after the mixed pot
life has been exceeced shall not be al lowed,

The following procecures are considered good paint Practices anc shall
be followed o insure maximm performance of the producse,

6.8.1 Mixed material shall be strained through o 30-50 mesh strainer
prier to applicstion,

6.8.2 1If aoplication 's stapped for short perliods of time, material "
will be flushed from the fiuid lines and Spray ecuipment cleaned.

€.8.2 hot Seray application may be used to control fluid temperature and
viscosity, byt normally should net exceed S0°F fluid temperature,

Minimum OFT shall be as specified in seczion & when inspected In
Sccordance with SSPC-PA2-72 or based on solids by volume anc coverage
per galien for nomemetal surfaces,

APPROVED BY Q4
T -
> M Xall Ce A 2

“"”n
$=1067] T v
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NUCLEAR s,

OUKE POWER COMPANY
DESIGN ENGINEERING DEPARTMENT

Oesign Engineering DATE 11=1<7% REVISED

e

ATl areas with OFT readings less than specified In section 6.8 shall
receive an additional coat of DP#E7.

Prior to topcoating each csat shall be allowed to dry in strice
sczorcance with the following minimum guidelines unlss covered by 2
writien project varlation procedure.

Brush Sorav
Selow 5Q0°F Until dry Unti} dry

S50°F =. 70°F 72 hr, = LE wr, 36 hr. = 26 hr,

70°F - S0°F 2 hr, = 36 hr. 26 hr. .= 12 hr,

SO0°F -« 120°F 36 hr, = 24 hr, 12 hr, = overnight
Orying time for shipment or stacking together of flnish cssted work

shall be in aczordance with the minimum guidelines uniess covered by a
writien project variation procedure.

delow 50°F Do not handle
S0°F - 70°F 24 hr,
70°F - SQ°F 12 hr,
S0°F -« 120°F 8 hr,

Touch Up Procedures

Touech up for camagec areas or bare areas shall be in st ¢t
accordance with section 5 of this speciflcation.

Application shall be in strict accordance with section 6,1
through section 6.7,

Touch up for hollidays or damage  small areas does not require
ainimum drying time for previous coats.

Finished work shall not be subjected to immersion |s less than 5 days at
temperatures 7C°F or higher or in less than 7 davs ac temperacures

bclw ;C.-r.
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DUKE POWER COMPANY
DESIGN ENGINEERING DEPARTMENT e e o

WORKMANSHIP STANDARDS
NUCLEAR EXPCSURES »

8Y: Design Enginesring DATE _ 6=1-7% REVISED

S, WORKMANSHIP

8.1 All work shall meet the sinimun reguirements of the Duka Power Company
Coating Specifications anc referenced standards or previously agreed
upon varlations of these stancarcs.

8,2 All work shall be supervised by gualified persons who Rave read anc
understanc the Dukes Power Company Stancard Coating Specifications for
she specific work he is responsibdle for supervising.

8.3 All work will be done by persons experienced with the specific materlals
being applied or usec unless accompanied by someone who is experienced
in the work being performed.

§.4 Any completed work not meeting the minimum requirements of the Duke

Power Company Coating Specification shall be corrected prier to
topesating or completion of advancec stages of the cperatien.

3.5 The following stancards of workmanship are considerec necessary o
aczome| ish good workmanship and shall be adhered to uniess covered By
a written project variation procecure.

9.5.1 Coating Materials

3.5.1.1 All paint materials and accessories shall be celivered
to the jobsite in original, uncpenec containers with
the manufacturer's ladels and tags intact. Containers
shall remain uncpenec until required for mixing and
thinning.

§.5.1.2 All paint shall be 3tored under cover and off the
ground for no longer than the shelf life specifiec,
and at the minimum=maximum temperatures specified -
on Duke Power Company Field Ccatings Product Dazta
Sheet VIl A,

§,5.2 Coating System

8.5.2.1 Onlv paint materials approved in section 3 of this
specification shall be al lowec.

§.5.2.2 The OFT of cach coat anc of the entire system shall
meet the recuirements of section < of this specifica=
tion for Soth numoer of coats anc minimum OFT,

apPROVED 8Y QA

Vst 2 S=12-7
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QUKE POWER CCOMPANY ke i .
OESIGN ENGINEERING DEPARTMENT “e-

_ . ont IV

Cesign Engineering

WORKMAMSHIP STANDARDS
NUCLEAR EXPOSURES &L e ey

DATE __b=lark _ REVISED .

: 9.5.3
! i 9’5!3"

9-503-:

9.5.3.3
9.5.3.6

§.5.6
9.5.4.1

«do

9.5.6.2

L%y dov2s

Rl L -

— e —

Surface Preparation

Cleaning and Painting shall be scheduled sc that
the dust and other contaminants from the cleaning
procass will not fall on newly painted surfaces.

whera reguired, imperfections, holes, stictwelds in
the surface shall de filled with approvec fillers or
caulking.

Harcware, trim, uncerwriters labels, manufaciurer's
serial numbers, dials, gauges, anc other items shall
be removed or masked o allow proper application of
the ccatings and prevent damage.

All concrete harcners, curing agents and form release
agents shall be compatidie with the recommencec
coating system or be removed prior to any coating
work,

A

Masking of Friction Joints and Weld Joints

Steel surfaces which are primed with an inorganic
zinc primer shal! not be masked if the following
conditions are specified:

3. Areas to be weicded shail be primed with a fully
weaicable inorganic zinc primer,

5. Areas 10 de joined with High Temsion (Friction
Type) dolts such as ASTM Type AJ2S or ALSD shall
be primed with an inorganic zinc primar = @ither
weldable or non=weldabdle. :

Steel surfaces which are primec with an inerganic -
2inc primer shail be maskec back two inches from

ecges to be weiced if they are tc become part of a

vesse! which must conform o the ASME Pressure

Vesse! Coge.

Steel surfaces which are primed in the shop shall
be maskecd as noted delow if an inorganic primer s used.

o

S~i12-8
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—- - 2Y: Design Enginesring DATE =17k REVISED

Areas tc be welded shall be masked 30 that neo
organic coating Is within six (6) inches of the
weald prior to the welding cperation,

Areas to be joined with the High Tension (Friction

Type) bolts such as ASTM Type A325 or ASSO shal!

be masked s that no Organic csating is beneath
the bolts prier to jeining.

These requirements shall alsc apply o erganic
tOPCoALls whan ShCp acpl ied or when asplied prior
to assesm iy or erection,

Agplicatieon

2.5.5.1 All applied coatings shall be free of runs, sags,
gérops, ridges. waves, laps, budtbies, emdbeddec foreign

matter, and Jther incdications of improper agplication
procedures.

Orying time between coats shall be in accorcance with
section & of this specification, Duke Power Comoany
Field Coatings Product Data Sheet VIl A, and the
Manufacturer's Procuct Data Sheets on the specific
products in that order of priority.

Mixing ane Thinning

9.5.6.1 Mixing and Lhinning shall be in accordance with
section & cf this specification and ODuke Power Comzany
Field Proguct Daza Shee:z VIl A,

Equipment

$:9:7: All ecuipment shall meet the recuirements of section
8 of this specification.

equipment shall be maintained in good working
it shall de thoroughly cleaned anc insgecicd
worn tips, spray nozzles, hoses, clase
2zies. 3nC other parts necessary 0 me3t $90C work
f'.\ stancards shall de replacee regularly,

Effams ! 13
ipsmaen o . e ciieclive Ot anc water sceparators shall de¢ used and
AFFRYLS Y 03 servicad on all air lines.

J/M e Da
e —

ACRD .28 Y
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2Y:

Design Engineering DATE 6=ie7 REVISED - - ¢ o

INSPECTICN STANDARDS
NUCLEAR EXPOSURES

R M_..“_—

10,1

1.2

1.3

18.5

- Yy

rotewit Wi

10, INSPECTION

Duke Power Company, the coating manufacturer and their responsible
representatives shall have aczess to shop or field at all times
Curing the surfaca preparation, anc acplication of coating work or
t0 inspect work previcusly finished.

The Owner rese~ves the right te reject al! work that coes Aot Seet
the Duke Powar Company Coating Specificazion. This may be cone
either at the vendor's shop or at the Jobsite,

All or any porzion of finished work not meeting the minimum standarcs
of this specification and referencec stancards shall Se corrected by

inspection by Duke Power Company or their responsitie resresentatives,
or failure to provice inspection shall not relieve the applicater

ef his responsidbilities to provice materials and perform the work in
dcorcance with the Duke Power Comzany coating specifications,

The applicator shall be recuired to furnish proper inspection
ecuipment as necessary o check the minimum or maximum conditions
of this specification.

Ouke Power Company [nspection Procecures for nuclear exposures will

Se mace available to the aoplicator Upon written regues: or presented
in detail at the pre-star: up meeting for each project.

"

' r.,).,. "
-/1/-" T S Sl e

M ew ¥ d W -

FEAL 3 .
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P e . et “Page Y7 of 32
P VERIFICATION OF SPECIFICATION
- Szazlan and Unit Numder: Catawda 1-2 _ =
Titla ef Speciflcatien: Nuclear Coating Cartification

A Speciflcation No, CN=mMMe~1 Class I Csatings

T TR

..;_ e Flla Numder: CN=1167.02

e s Nvision:

This document specifles items related to nuclear safety. In acsarcance with
established procedures, its quality has been assured. Signatures cersify that
the above 3pecification was originated, checked, approved and inspecied (er
waived) as noted below:

Prepared By: o ;Z‘ﬁ e Date: -7 ‘?;'

ecxed sy:___ L, nele bate:__2.2- 28

- ' Approved ly:_wk/ Cate:___ 2 - 2=2 ol

| o
” r\ Inspection Walved By: / 5'"1_‘2" 7" 74—

e~ Inspection Waived For: é ELECTRICAL MECHANICAL CIVIL

Inspacted By:__ 7 \QQ&; Date:__2-7-75

. v
Inspected By: Date:
: QUALITY ASSURANCE 7,—C AA&' Date: 2=r/0- ZE’
AT TATTETRRS AT AT AT RN T N AT AN T A ST AT A TR AN t 3 & 2 &

(FOR ASME CSDE ITEMS)

SR b - Divisian Sate:

Design zngineering Oepartment
T™his Is to certlfy that the above specification has been reviewed by me, the
undersigned, and is correct, complete, and in compliance with 1871 Editien of
ASME Code, Sectien 111, Paragraph NA-3253.

- (SEAL) SIGNATURE :

NAME :

Registerec Professional tngineer
( : No .

Form 301.2/Rev !
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OUKE POWER COMPANY _
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DESIGN ENGINETRING DEPARTMENT s

Sy

Desicn Engineering Date: 2&71__ — Revised:

NUCLEAR COATING SPECIFICATION NO, CN=MMN-1 ’ e

1.1

1.2

1.3

2.1

31

ESEE—— - —_—

l. PURPQSZ AND SCOPE

The purpose of this specification Is to implement planned and systematic
actions necessary to provide Duke Power Company with adequate confidence

that a csating material has been properly ranufactured and applied Iin

a shop to Class I Service level sudstrates of nuclear facilitles. =

This speciflcation eszadlishes minimum records recuired for csating
materials, surfacs preparation, apolication of materials and inspecticn.

The procesdure cenforms to Section 1.2.4 ANSI N101,5=1572 (American
Natlonal Standard Institute = Quality Assurance for Protective Coatings
Asplied to Nuclear Facilities).

2. ATTACHMENTS

The following Duke Power Co. ittachments are attached o anc mace 3
part of this specificatien,

3.1.1 Duks Power Comcany Quality Assurance Decartment Supplier
Quality Assurance Cerzificaticn = Form 23C.1,

2.1.2 Coating Materials = Manufacturer's Product identity
Cartificazion Record - OPNC Form 2.

2.1.3 Duke Power Company Supplier Quality Assurance Record -
DPNC Form 3.

3. GENERAL REQUIREMENT

The Duka Power Company QA Department Supplier Quality Assurancs

Certification Form 330.1 shall be compieted by the supplier for all
Class I coating work. :

) 5 P Cne copy of Form ©30.1 shall aczompany each shipment to the
jobsita.

3.1.2 Two copies of Form 330.1 per shipment shall be sent to Duke
Power Company Quality Assurance Manager, Enginesring.

3.1.3  Form 930.1, when comoleted as specified, shall be autherizatien
for Duxe Power Construction 0 accept celivery of components and
terials. Absence of properly completed QA Clertificatien
form snall result in guarantine orf return of the comgonent of
materials to the supplier, '

. CN=S=]3=3=] Page _|_ ef 1! payes

f —

g,
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OUKE POWER COMPANY f'\
~ DESIGN ENGINEERING CEPARTMENT =
NUCLEAR CSATING SPECIFICATION NO, CN=iMM-1 e o

Sy Design Encineering Date: A-b-75 . Revised: ]

1.2 A coating material = Manufacturer's Product ldentity Cartificatien ~—— —
Record (DPNC Form #2) shall be cbtained from the coating manufacturer
for each batch of paint and thinner used by tha vender on Class I
components.,

33} Two coplies of each OPNC Form #2 shall be sent to Duke Power .
Company Quallty Assurance Manager, Engineering.

3.2.2 OPNC Form #2 shall be enclosed o cover each batch of material
used on any or all components cor materials shipped as listed
on Duke Power Campany QA Department Supplier Quality Assurance
Cerziflicatien,

3.3 A Dukas Power Company Supplier Quality Assurancs Record (DPNC Form 3)
shall be filled cut for al! Class I coating work,

3.3.1 A separate form may be used o cover the following comdinaticons
of materials and components. /\

3.3.1.1 All work in sach shipment, '
3.3.1.2 Different types of components in each shianmt.
3.3.1.3 Series of similar types of components in each shipment.

3.3.2 Two copies of DPNC Form ] shall be sent to Duke Power Cospany
Quality Assurance Manager, Engineering.

3.3.3 Failure of the vendor tc meet all requirements of the bie¢
specification or incomolete and inaccurats QA Documentation
shall result in rejection by the owner of any or all components
covered by that CPNC Form J.

L. DOCUMENTATION

This section contains additional explanations and examples te aid the vendor
in properly comoleting the forms listed in secticns 2.1.1, 2.1.2, and 2.1.3.

kA, OPNC Form 3 (Sample Form attached).

: CN=S=13e3=2 Page _2_of _I1 poues
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DUKE POWER COMPANY . o Su AU G—
DESICN ENGINEERING DEPARTMENT

NUCLEAR COATING SPECIFICATION NO, TN=MN-1 . ; A

L ]

t 8y~ " Design Engineering Qate: Revised:

L. |dentify components Or equipment $O that separate TTtems are traceable,
and can be matched up with a specific Report Ne.

4.2 Example: Carben stesl, cast iron, stainiess, aluminum, etc.

k.3 This information s for items covered Dy each DPNC Form 3, -

L. Information should be reported in even gallons for items covered by
each OPNC Ferm ],

4.5 List all information recuired for each batch of material used eon
components covered by this OPNC Form 1 and attach a2 OPNC Form 2 for
each batch of material listed on this OPNC Fera 3.

4.6 Duke Power Company Design Specification used.

4,7 Examgles: Steel grit, silica sand, glass beacs, garnel.

4.8 Examples: B8/20, 8/35, 16/35, 30/5Q, etc.

&.5 Example: Xylel, methyl ethyl! ketone, etc.

L.10 Read pressure at nczzle with ANG air needle gauge or equal. (0o net
use pressure at comoresser.)

4.11 was moisture trap used effectively (yes) (ne)?

L.12 Temperatures are tc be taken in actual work areas and shall cover oll
conditions cduring surface preparation anc exposure of components
cleaned prior to priming.

.13 Indoors = In a closed building kept at amoient temperatures.

L,1& OQutdoors - Exposed to weather (even if under 2 rocf).

4,15 Example = Orush, reller, spray, flow coated, etc. 1

b.16 Example - Graco airless, Devildiss conventional,

4,17 Example = E Fluid Tip.

L.18 Example - #704 Air Cap.

4.8 Example - Yes (motor criven), yes (manual), (me).

L,20 was oil separator usec effectiveiy? (yes) (ne)

. CNeSellade] Page 3 of 1! pages
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OUKE POWER COMPANY

~
’ OESIGN ENGINEZRING DEPARTMENT .
- NUCLEAR COATING SPECIFICATION MO, CNeMMMel ' :
beee— | 8y: Desian Engineering Date: 3475 Revised: o cad S8
! “.21 Report actual total dry film thickness after primer, intermediate .and
i finish csat,
l .
i 4,22 Report nusder to be same on both frent and Sack page. Report numbers
i; shall be logged and numcered in sequence frem 1 to te cover all
3 reports of a given Duke Power Company B8i¢ Specificaticn, -
i L. OPNC Form 2
: .23 The vendor shall fill cut the General Lata Section and atzach a DPNC
) Form 2 to the purchase order sent o the coating manufacture,
f .26 The csating manufacturer shall comolete the Component Data Section, f
Mixzed Camponent Cata Section anc Signature end Title section and
return o the vencer,
kL. Form 830.1.
7~
4.25 In spece | write "Components inspected and are in compliance with
Muclear Coating Certification Specification Qi=mMM=1, dated I-d=78M,
4.26 List Repert Nes, for all OPNC Form #3, under QA Documentation Regquired,
on the Ferm 53C.! for each shipment.
~

CN=S=]d=3eb Page _&_ of

11 _ pages
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it s POBRARE OF  Slavsse i s
Sa~ L
oPng FORM 3 - * a . e
DUKE POLEY COMPANY
SUPPLIER SCSATINGS QibLITY ASSURANCE RECCROS |
Cris T
Project : ele
0., Co. Shipping
Spec. No. 1.8, M.
Mill Power Qrder Ne. Relecse No:
Vencor: o < i
favipmant Name and No, (b.1) .
GENERAL INFORNMATION
Substrate Material: (6.2)
€stimated Surface Area Coated
$q. Ft.7/ltem (8.3) NG, |tems (¢.3) Tetal S$g. 7t. (&,.7)
fstimated Coating Primer Intermediate Finish
Quantities (b.6)  gal, (b.8) Gal. (b.b6)  gat, ",
date werk Secan (6.3) Dzte Work Comnleted (6.1)
s Power ‘ Finisn Caler Na,
43ine Svitee Qatec and Hime
uke Powar ' Primar ‘ Interagciate Topesat
Progues No. 0/ PLd Ll il
L;nur'octw;-' l ‘ i
1 MATERIALS ICENTIFICATION
ﬁ; PROCLLT ‘ PROCULT l BATCH CXPIRATION | GALLONS ‘
: l NS NA™E us. I BATE : yees
e | wsn | wen | wsn | ws | w.5) i
l | | | I i
1 | 1 | | | _
| | | |
| | l | N
2. MATERIAL WAREMOUSING
torane emserature | Saterial Stoaree |
e L 1 S | At ol | 12,05 .7 Guteonrs | fi=ar |
| CF 3 | .y | i |
Qaie &=l=ik, Revisec
CN=§eliedes Aesert de. _ .22
SAnrLE Py " uf '_ PR TITTIN



SAMPLE

OPNC FORM

3. SURFAZS PREPARATION

. —— - ———

__Page 23 of 32

- ——— - —

- -

Surface Preparaticn No. (4.6) E
Abrasiva: Type (L.7) Solveat: Type (L.9)
Size (L. 8) Product No.
¥ nfs. nfg. e
Nozzle Prassure (&.10) molszure Trap (b.11)
Texoaratura Azbient Surfacs Dew Point
Max,: (L.12) *F (b.12) of (b,12) op
Nin,: (e.12) °F (e, 12 °F . Ta) °F
Maxizum Tioe Betwean Zleaning anc Codting HeS .
work Done: inecars _ (b.13) Cutsoors _(s.18) Nigne Say
l;suc:u 8y: Approvecd By:
L, APPLICATICON
Method of Applicatien {b.15)
”;;;; Spray Gun (s.16) Agitatar Pot (&.12)
T Thiuie T (8.17) Moisture Trap (b.11)
C T Air Cap (&,18) gil Separator (+.20)
Terperatura: Acbient Surfaca Dew Point
Max, : (L. 12} °F (,12)°F (.12) *F
min.: ~.ls °F “Tw.12)°F [P T
, Recsat Tice Minious Max imus Average
Primer: Hr Hr. W,
interead ata: ", L nr.
Finish: Nr, Nr,
Measured OFT Minioua Fax | @num Average
(ails)
Primer: (b.21) oFT (&.21) orFT (&.21) oFr
’ Intermeciate _(&.2)) OFT (L.21) OFT (L.21) OFT
Finish: (e.21) poFT (&.21) orr (&.21)  gFy
_ Weork Jone: Incoers Cutaoors Night Ray
Inspacied Dy:! Approved Bvy:
Cate 6=1=7h: Revisec

(N allaled
SAMPLE

1

Repor: No., \*-

an’
-/

Page 3 of 1! sages
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OPNC T3amM 2

PATERIALS = MANUFACTURER'S PROSUCT IDENTITY

e v

GENERAL DATA

o
CEN

“‘P\ESS N

e SH 1 P ING_AQCRESS

e PR QJECT_CES IGNATION

CATE. PURCHASE CRDER NQ.
COATING MANUFACTURER
PRODUCT DESIGNATICON

GALLONS ORDERED GALLONS SHIPPED REFERENCE NQ,_

COMPONENT DATA

INC I VIDUAL
COMPONENT
SATCH NO.

. -~
L. ORDERED

L. SHIPPE

HEL IFE

8Y VOLUNE

ATE WFG'D,
L
S

Ll

o -y
T /GAL.

"Vls-- .-\,\

wew i

MIXING RATIO 8Y VOL,

“(By Fed. Tes: Method Sta.
w=(Melihoc

-

INDUCTION

Signature

1tieg

ooy with shipment
—"

- - ' -
copies Ouke Civil Lesign

- T
NeSel ele
- L4 v !’




Page 25 of 32

- — —— — —— —

DPNC FORM 3 | .

OUKE POWER CCMPANY
SUPPLIER COATINGS QUALITY ASSURANCE RECGCROS

— —— .

(::1__ CLASS L
Y. -
e ——Rroyect = bats; —
g.pr, Co. Shipping - - .- -
S im0, W0 1.0, Ne.
e e = o= W3 } |- POwar Order NO. Release No.
N -Vendor:;
: fouipoent Name and Ne.
GENERAL INFORMATION
Substrats material:
Estimated Surface Area Coated
Sq. Fi./1ten Mo, |tems . Total Sq. Ft.
Escimated Coating Primer |ntermeciate Finish p
Quantities Gal. Gal. Gal.
Date work Secan Date Work Comoieted
Ouxe Fower ‘ Finish Calor Ne.
(-\ Ccating Svstem Cated and Name
i ; Ouks Power pPrimar ‘ intermadiate Topcoat
. pragucs NS, Pl LrE v Py
- anufocsurer l l |
N TERIALS IDENTIFICATICN
' oF ‘ PRODUCT | PROCUCT BATCH ‘ EXPIRATION = GALLONS |
3 NO . NS . | NAME MO . DATE LSED
s ; — '
S _ | | | |
i s | | - - 4._‘ -
| | -
2. MATERIAL WAREHWOUS NG
Ftorooe Temperature | Matorial Stored
an i mum | i man \ LAkt % | Quitulenir s { 01y
.r L od . | :
Cate &=l=74; RAgvisec
EN=Sel =]-3 Aepert Ne.
. Puye £ of L1 poges



OPNC FORM 3

3. SURFACE PREPARATION

- - - - . o -

Surfaca Preparation No. - >
___‘Air_ulvc: Type Solvent: Type
___ Slze : Product No.

‘ — i nfg. ' Nfg.

o Mozzlae Pressure Moisture Trap

: . Temperature Azbient Surfaca Dew Point
k max.: _____°F e Lo
. Min.: °F *F g

I Maximum Time Between Claaning and Caating Wrs.

' werk Dene: Incoors Qutdoors Night Cay

; Inspecied By: Approved 3y:

L, APPLICATION

! Method of Applicatieon

Spray:
Typa Spray Gun Agitator Pot
£ Fluid Tip Moisture Trae
Air Ca3p Qil Separator
Temperature: Amdient Surface Daw Point
m.: —.r .F .F
N Min.: i 4 ¢ F
Recoat Time Minimus Max i mum Average
Pricaer: Mr. Hr. M.
intermeviate: ________Wr R e
Finish: M. —lir. He S o
Measurec OFT Minioun Max i o Avarage
(ails) )
v Primer: OFT OFT OFT
; intarmadiate OFT OFT OFT
Finish: OFT OFT OFT
work Done: Incgers Cutcoors Night Day
Inspacted by: Approveed by:
Cate B=1=74; Revisesc ENe §ol3ede3 Resort No.

Page S of 1! pages
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CCMPANY

QUAL I TY ASSURANCE CEPARTMENT
SUPPLIEA QUALITY ASSURANCE CERTIFICATION

—-@———W‘J—SUODI iar

L - Addres s—0f-Supplier Plant

Item No.

o ———

Comgonent (3) or Material

Qate

Spec. No.

pr———

Rev.

Shipping 1D No.

Release No.

— Mill Powaer QOrder No.

— . ——

Certification Included Full

The following listed tests

specification: (1f partial certificaiti
which carzification applies.)

h

Partial

and inspections have been completed as reguired by

on, list materials or csmponents for

2)

{ 1)

Physical and Chemical Analysis
Cesigsn Report

Stress Repert

Heat Treatment

Racgiographic Test

yltrasonic Test

Magnetic Particle

Pemetrant Tests

Daviation Record

Major Repair Records anc Chart
Repair NOT

Hydre (Test Press.=-PSiC )

——
Cleanliness
Operating Tes:
Perforﬁancc Curve

ASME Data Repore

personnel Qualifications
on Recard

T™e following QA Socumentation as regui
the original copy of this form:

red Sy the

tion applicadle only to this specific snipment,)

3PNC Form #Y (List Resert Ne.)

specification is atiashed Lo
(1f partial certification, incluce Zocumeniae

(continueu)

Form 830.1A/Rev. 2

Ch= §=i3=3=10
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o Page 2B.0F 32 .. e )
DUKE POWER COMPANY ' ,
; N N QUALITY ASSURANCE DEPARTMENT i L :) :
SUPPLIER QUALITY ASSURANCE CERTIFICATION W i TH

The listed compenent(s) or zaterial(s) conform to the regquirements of Duke
Power Company Spec!ficatien with the approved deviations
noted above. The QA documentation has been. completed and attached to this
form., No later than camponent or material shipment, the compliance QA
documentation packet is being transaitted to Duke Power Company

H. L. Huggett X .
Quality Assurance Manager, Engineering B
Quality Assurancs Department

P. 0. Box 2178

Charlotte, N. &. 28282

A copy of this completed Supplier Quality Assurance Cerczificatien form will

se Included with shipsing papers and shipped with the camponent 2 Duke Power
Company, at the acdress designated in the specification. This is to certify .
that the ltem of equipment identified above fully meets the requirenent of

the above |isted specification including all of the csces, stancards, test
recuirements, and guality assurance requirements invokad thearein.

Supplier Representative Autnorized Signature

o’ Title Date

- -

Form $30.18/Rev. 2

; CN= §=13=3=11 Page 11 of 11 sages
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DUKE FCWER COMPANY
FIELD CAATINGS PAOOUCT DATA SHEET VIIA

Kev, 11=1=73

COMPANY: Carboline Company _, OP NO: 12 rev, ll=1=75
- DATE: lel=74, rev.3«i0-

PRODUCT NAME: Carbo Zlinc #11 PRODUCT NQ:  Carbe llnc #11

ps

. PN

PRODUCT DESCAIPTION: An Inerganic ethyl silicate zinc rien metal primer
formulated for excellent weathering and abrasion resistance. Affords cathodic
protection of the steel. Can be applled o load bearing surfacas.

USAGES: As a shop or fleld primer over Blayt cleaned steel surfacaes exposed to
long term weathering before being topcoated or severe ruolsture after being
topcsated with an epoxy, vinyl, urethane, chlorinated rubber or latex finlsh,

PRODUCT INFORMATICN .

PIGMENT TYPE: Metallic Zinc Inerts

VEMICLE TYPE: Inorganic ethyl silicate

SOLVENTS & OILUENTS: Glyes! either, Aromatic Soivents

COLOR: ¢ Gray or Green

GLOSS: Flat

SCLIDS BY VOLUME: &%

SOLIDS BY WEIGHT: 80%=

WEIGHT PSR GALLON: 21.2 1bs.

THEQ. COVERAGE @ 1.0 OFT: 1,000 sq. f2. 5

THEG. COVERAGE @_1.5 OFT: 400 se. ft. aepeove B Q

VISCOSITY: LS WV

PIGMENT VOLUME CONCENTRATION: Z_Q_g,‘_/fﬁ.“:.!—./.—/,{’—‘

FLASH POINT: B&°F aremoves Y

TeXICITY: Arcmatic & Ketone sclvents, zinc dust

SHELF LIFE: S Manths =

STORAGE TEMPERATURE: 26°f - 1Z5°F

PACKAGSD: 2 Compenent

PHYSICAL PROPERTY INFORMATION

NORMAL EXPCSURE: Interior and Exterior (topcoated)

FLEXIBILITY: Pocr

ABRASION: Excallent

NORMAL OFT PER COAT: 2.0 = 3.0 mils

RECOMMENDED OFT: 2.5 mils

TEMPERATURE LIMITS INTER|OR EZERIQR IMMERS ICN
CONSTANT: 750°F 750°F 120°F
INTEAMI TTENT: 850°F 8s0°F 120°F

CHEMICAL RESISTANCE FUME SPLASH/SPILLAG IMMERS 10N
ACID LR NR NR
ALKALI s NR NR
SOLVENT R R R
SALT R R R
WATER R R R
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NULLEAR §

e #11

nz 'ua chth?. ED

T 7 MANUFACTURER PRCOUCT NC:
Pour liguid resin (10 pare

MIXING:
sifs zine (22 parts by weight) into

unt:] smooth ang free from lumps.,

s by nlgnt, into a clean déry metal container,
the resin while stirring with power mixer
Box after thinning.

cun TRATE PRI MERS
(i Steel Self
Galvanized Self

SURFACE PAESARATIONS )
NORMAL NP | - CH——
sp#s, 10 sP#S, 10
sP#s, 10 SP#S, 10

FINISH COATS: DP¥S3, €2, 63, o4,

679 éal 65! 7cv /4: 7“ 75

{ APSLICATION: PAEFEARED Comventional Sprey or Special alrless
i LIMITED , Brush (touen up)
' THINNER: BRUSH/RCLL High Temperature #13, Low Temperature #2§
SPRAY, High Temperature #13, Low Temperature #1%
CLEAN-UP Ketones
THINNING % BRUSH/ROLL 0=-20
SPRAY 0-20
POT LIFE (o) & SC°F 1% hr,
70°F 10 hr.,
Q0°*F & hr,
TAYING TIME \=): TOuCH FANDLE RARD RECCAT
|
| go°F 1 he. L hr, - 1-48 hr.
y 70°F L8 min, 3 hr, Depending upen temperature and
,' QQ°*F 310 min. 2 hr, relative humidisy,
! EQUIPMENT:
COMMENTS:

Do not exceed 5.0 mils dfe,

|

2. Do nmot topcsat witn alkyds, or
1, Material must have rough surfac
b, Apply wet==do not dry spray or
3. Material is moisture cured.
R-Recommendec LA={imitec Recommenc

oil based csating. cm oY G

e profile for proper adhesion. ,/;,7\3’

allow excessive overspray. - __/——-:"'
.’" > - l1

stions NR=-Not Recommended NA=Nct Applicable

- — - e ——— —
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"

*1ure
1 INGS

£ FI'dER COMPANY
DATA

SHEET VIIA

COMPANY: Cardolline Company

NAME :

Phenoline 1085 Finlsh

-
/
1
!

1e7
: 3¢8

Finish

PROOUCT QESCRIPTION:
and

A phnenolic epoxy formulated for good
chemical

- abrasion, moisture

resistance,

USAGES: As an intermediate or finish coat over numarous surfaces subject to

Intermittant molsture and chemlcal contamination where a high gloss finish

s

requlred or surfaces to be finlishcoated with epoxies or urethanes.,

PIGMENT TYPE:
VENICLE TYPE:
SOLVENTS & DILUENTS:

ftel Bls)
.~

THED.

THED.
VISCOSITY:
PIGHENT VOLUME
FLASH POINT:

e B
IVA I e

SHELF LI
STORAGE
PACKAGED:

PHYSICAL

NCRMAL EXPOSURE:
FLEXIBILITY:

ABRAS {ON:

NORMAL OFT PER COAT:
RECCMMENDED OFT:

TEMPERATURE LIMITS

CONSTANT:

INTERMIT ENT:

CHEMICAL RES!STANCE

PRODUCT

INFQRMAT I ON
Titanlum Dicxide, Inert silicates
Mod i fled Phenclic Resin

Phenoline Thinmer

Varlous

Cleveland 0 C
In Sensitizer

PROPEATY [NFORMATION

interior and Extarior
Good

Excal lent

. P 4.0 OFT

-

0 OFT
INTERIOR

b d o lobd
“v F

250°F

IMMERS | ON




HULVLEANK

MANUFACTURZR PRODUCT

NO: Phenoline 305 Finigh

N

2-of 32—

S FETY RELATED

CUKE POWER Ng: 67

I MixinG: Mix

& parzs by volume of base 5. pare by volume of catalyst, Stir
thoroughly with power mixer and bex afzer thinning,
4
SURFACE PREPARATIONS
TRAT PR INERS NORMAL SEVERE
; Steel OP#12 spé SPS, sP10
i »
FINISH COATS: OP#87, 34, €2, 68, 72
: APPLICATION: PREFERRED Soray Roller
LinITED 8rush
THINNER : SRUSH/ROLL 0 15%
SPRAY 0 15%
« CLEAN-UP - Phencline Thinner
, THINNING %: SRUSH/ROLL Phenc! ine Thinner
SPRAY Phenociine Thinner
POT LIFE (&) & s2°r¢ 1 hr,
78°F Iy hr,
p SC°F 1 hr,
CRYING Tine (*): TOUCH RANDLE RARD RECSAT
so°r 16 hr, 24 hr, 8 days 24 hr,
70°F 8 hr, 12 hr, 4 deys 12 hr,
load 3 € hr, g hr 3 days 12 he,
EQUIPMENT:
COMMENTS ;
APPROVED EBY QA
T Tl & T
APPROVED 37 sats
R-Recommenc ec “ReLimited Recormencations NE=Not Recormenced NA=No: Apelicacle I
Falleg?-2

o —— —
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NUCLEAR SAFETY RELATED

VERIFICATION OF SPECIFICATION spec, No.: CNS=1205,00-00-0005

Attachment No.: 5.13
Page 1 of 29
Station and Unit Number: Catawba 1-2

Title of Specification: Nuclear Coating Specification No. CN-NNN-I

Class I Coatings

File Number: CN-1167.02

Revision: 2

This document specifies items related to nuclear safety. in accordance with
established procedures, its quality has been assured. Signatures certify that

the above ecification was originated, checked, approved and inspected (or
waived) as ‘ed below:
Prepared 8y: £ L [ILe Date: e i35
) Vj
Checked By: /’-'\['1 ay:‘ . Date: =12~ 25
Approved By: ( Date:__ _s/~/2~ 25

Inspection Waived BY:M‘“&: 7//—’ /(2 »-Zr

Inspection Waived For:® 2 ELECTRICAL MECHANICAL CIVIL
Inspected By:_, 2ﬁ .[c% Date:_/[/- /18-75

Inspected By: Date:

QUALITY ASSURANCE 7 & A a% Date: //-/&-75

ARRRAAALAANAANNAAAANAAANATAANNNNAANNAAR AAAARARANAIAAAAAAALAAAXAARATAASSALAAANESR

(FOR ASME CODE ITEMS)

Division Date:
Design Engineering Department

This is to certify that the above specification has been reviewed by me, the
undersigned, and is correct, complete, and in corpliance with Edition in-

cluding the Addendum of ASME Code, Section 11!, Paragraph
(SEAL) SIGNATURE :
NAME :

Registered Professional Engineer

No.

Form 301.2/Rev 2



