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|1.0 REFERENCES '

1-A QI-QP-11.4-1, " Inspection of Steel Substrate S'irfac e
Preparation and Primer Application and Repair"

,
'

1-B CCP-30, "Ccating Steel Substrates Inside Reactor Buildings ' j
! and Radiat'.n Areas"

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

'

and Radiation Areas", ,

i.

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

1-E QI-QP-11.4-22 "QC Verification of Protective Coatings
Unique Identification Number Verification",

s

,
1-F CP-QP-15.0, " Tagging Systea"

I '
,

1-G CP-QP-16.0, "Nonconfomances" ' '
,

1-H GIbbs & Hill Specification 2323-AS-31, " Protective Coatings",
latest revision '

I

2.0 GENERAL [ . i
.

# 0#Q i2.1 PURPOSE AND SCOPE

The purpose of this instruction is to outline methods
utilized by Quality Control personnel in inspection of
primer repair and seal and finish coat. application and

,repair in the safety ,relsted areas of Unit 2 and the paint ishop.
j

/ 3.0 INSTRUCTION |,

Visual inspection of surfaces as addressed by this !
g instruction shall 'ce made at approximately an ams length'or i

B502210307 850213PDR ADOCK 05000445S
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I

30" in distance from the surface being inspected where
possible.The area of inspection shall be adequately lighted |during the inspection activity. Adequate li
as the minimum light produced by a two (2)ghting is defined iD-cell battery Iflashlight. -y

| Visual aids fabricated on site and approved by Quali ty
Assurance and Engineering may be used by Inspectors as
an aid in the perfonnance of their inspections. Fordefinitions, refer to Attachment 6.

If a conflict arises between the requi rements of this
procedure and the requirements of the site specification,
the requirements of the site specification shall prevail,
Reference 1-H.!-

3.1 INSPECTION OF PRIMER
i

! 3.1.1 Primer Inspections Prior to Application of Seal or Finish Coat
!

a) QC shall verify that construction has identified each.

piece with a unique nunber in accordance with References
1-A, 1-B and 1-C. The QC Inspector shall maintain a
Protective Coating Unique Identification Nunber Log
for all protective coatings application on all steel
designated for use in the Reactor Building. Subsequent
subdivision of coating steel in'the field or shop shall
be witnessed by QC in accordance with Reference 1-E.,

NOTE:
.

y A. Unique nunber may be assigned to a lot of
material to be prime coated at the same time..

For example, six pieces steel to be coated -
at same time may all have same unique number.-

B. Liner plate is excluded fran QP c nunbers.-

Equipment which is identified with pennanent plant
identification number need not be identified wi th a
Protecti"1, Coatings unique identification number.

|
'

b) For all prime coated itens which do not have adequate
! documentation, the Inspector shall perfonn an Adhesion
I

test. A calibrated Elcometer 106 Adhesion Tester shall .

be used to verify that the minim = acceptable tensile of
adhesion to the steel substrate has been attained. Eachx-

f test shall consist of three individual' dollies tested.
.

' *.

Adhesion test shall be perfonned per QI-QF-11.4-23, Sec.
.

3.2. ,

|

Penn fees t TUGCC CA.
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Criteria: The minimum acceptable strength per dolly
shall be 250 psi. If any one of the three
dollies should test below the minimum
acceptable strength, the condition shall be
recorded on a nonconfomance repo rt in
accordance with Sec. 3.11.

c) Verify the primer has cured sufficiently for the finish
coating (as determined by use of the coin test for D-6
and CZ-11). Cure to finish coat of Carboline 191 shall
be the same as time to recoat for Phenoline 305, statedi

in Section 3.6.1.

| d) Perfom a visual inspection of the primed surf ace in j
accordance with the following:

;

1. Runs / sags - Runs / sags 7.0 mils for CZ-11, 5.5 mils
for D-6, and 7.0 mils for Carboline 191 or less
thick (DFT) which show no evidence of rruderacking
or loss of adhesion are acceptable. Refer to '

Section 3.2.1 for repair of unacceptable runs / sags.

2. Dry Spray - Must be removed before overcoating.
Ii3. Contamination - Unacceptable, j

Oil and crease - unacceptable

4. Skips / damaged areas / gross discontinuities such as
holidays or voids - unacceptable.

5. Orange peel - Moderate amounts are acceptable. |Other than moderate amounts; repair per Sec. 3.2.3.

6. Bubbling - unacceptable (does not apply to D-6 or
CZ-11).

e) The inspector shall perfom a DFT inspection of the
cured primer film. A calibrated 0-25 Elcometer
Inspector DFT gage Model III/IE, or equivalent, shall
be used. Separate spot measurements (See Note 1)

'spaced evenly over the structure or item (See Note 2)
shall be taken. Since the magnetic gage is sensitive

!to geometric discontinuities in the steel, measurementsi
' less than 1 inch from the edge or a hole should be

avoided where possible. (See Note 3)
,

|
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Dry Film Thickness shall be as follows:

Min.(mils) Max.(mils)Carboline 191 spot test 1.6 7.0
CZ-11 spot test 1.5 7.006 spot test 1.5 5.5
D6 average DFT 2.0 5.0
CZ-11 average DFT 2.0 6.0
Carboline 191 average DFT 2.0 6.0

NOTE 1: A spot measurement is' a series of three :
gage readings in the same general area. The

|probe should be moved a short distance for
i each gage reading. Discard any unusually high
| or icw gage reading that cannot be repeated

,

consistently. Take an average of these three
gage readings as one spot measurement.

.

In the event that any spot is found to be
outside of the acceptable thickness range,i, three addi tional spo ts shall be taken at '

approximately 6 inches from the failing spot
and spaced radially at approximately 120 degree
intervals to detemine the extent of the
unacceptable area. Dimensions and locations
of una:ceptable areas and results of additional
testin; shall be documented on the IR.
Unacceptable areas shall be repaired per Sec.
3.2.3 or 3.2.4 as applicable.

NOTE 2: Five spot tests shall be taken on each item
for every 100 square feet of coated surface.
For areas or items less than 100 square feet, -

the following shall apply:

Area Sq. Ft. No. Spots

100-80 5
80-50 4
50-10 3
10-3 -

3-0 1

NOTE 3: Items with appreciable surface curvature and
other geometrical discontinuities, such as
handrails, gra tings, s tai rs, sway struts,

, checkerplate, etc. , shall be exempt fran dry

Perun see. t TUGCO CA
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film thickness :neasu rement. Fc e piping,
struts, spring canisters, etc., appreciable
curvature will be, considered as less than
4" in diameter.

3.2 PRIMER REPAIRS

3.2.1 Sans and Runs

Sags and runs over 7.0 mils DFT for CZ-11, over 5.5 mils for
D-6, and over 7.0 mils DFT for Carboline 191 may be abraded
by sanding or aluminun sc reening . Runs / sags which are
within the acceptable dry film thickness range and show no
evidence of nudcracking or loss of adhesion are acceptable, i
If surface is unacceptable, remove unsatisfactory coatings.
Refer to Se:. 3.2 as applicable.

*

3.2.2 Primer Touch-uo Repair (primer Damaaed to Steel Surface)

The coating inspector shall conduct the following
inspections to document primer touch-up repair operations'

whan the damage is to the steel su rface and spo t
sandblasting or power tool abrading is required for surface

ipreparation.
I

t

a) Ambient Concitions

The inspector shall detennine air temperature, surface
temperature, relative humidity and dew-point of substrate
structures. A calibrated non-mercury filled dry bulb
thermometer or a calibrated tempera ture recorder
(Bristol 4069TH or equivalent) shall be used for air
temperature detennination. A calibrated non-mercury
wet bulb thennometer or a calibrated humidity recorder
(Bristol 4069TH or equivalent) shall be used to
detennine relative humidity. The dew point shall be
detennined by the difference in dry and wet bulb
tenperatures using the U.S. Department .of Conmerce
Weather Bureau Psychrometric Tables, WB No. 235. When

| dry bulb readings are greater than 100*F, the dew point
; and relative humidity should be determined using the
| 100*F reading. If the dry bulb thennameter exceeds
! 100*F, the instrument shall be returned to theL calibration lab for recalibration. The su rface
i

!
temperature shall be determined by placing a calibrated
surface temperature thennometer (0mega-Amprobe Fastenp,

. 7 range of 10*-250 *F) in contact with the substrate
,

'

t

l

!
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su rface. The thermometer probe shall remain in contact
with the surface until the temperature reading
stabilizes.

Final surface preparation shall not begin unless the
temperature of the surface is a minimum of 5* above

|the dew point.
i

|

Nonnal conditions of ambient and surface temperature I

for application of primer shall be as follows:

Ambient Temo. (*F) Surface Temo. (*F)

Dimetcote 6 40-120 40-130
| Carbozinc 11 40-95 40-110

Carboline 191 50-120 50-120
'

Inonganic zinc primers may be applied within an ambient.

range of 0*F to 130*F and surface temperature range of
0*F to 200*F.

Coating material (if thinned) shall be ' thinned in
accordance with Reference 1-B or 1-C.

For inonganic zines humidity values may vary fran 0 to
95%; however, primer shall not be applied to a wet or

I damp surface. For Cartoline 191 humidity value may
vary from 0 to 85%.

| The surface temperature shall be a minimum of 5* above
j the dew point.

-b) Verify abrasive acceptablility (if used) by obtaining a
sample of the abrasive to be used. The abrasive shall
be verified to be dry by feel with no grease, oil or
deleterious . material s. Verify that proper blast |abrasive is used.

c) Verify acceptability of blast cleaning equipment
(if used) prior to use by: )

! 1. Verifying that water separators are installed in
the air supply system and that separators have| .

been drained of acetnulated water and drains lef t
| partially open.
l

..
,
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2. Air supply shall be checked at the nozzle prior |to use by exposing a white cloth to the blast of
air (no sand) for approximately 30 seconds. The
cloth shall be examined for evidence of contamina-
tion (oil, water, foreign na tter, etc.). No

-

evidence of contamination is acceptable.

d) Verify that the blasted or power tooled surface has
been high pressure air blowdown and/or solvent wiped
to the extent required for final surface inspection.
The adjacent areas shall be cleaned to the extent
necessary to avoid contamination during subsequent
coating applications.

e) Veri fy acceptability of the bla s t cleaned or power
tooled surfaces by performing the following inspections:

1. Absence of Foreign Matter -- A visual inspection.

shall be perfomed to detemine that all oil and
grease, dirt, millscale, rust, corrosion products,
axides, paint or other foreign matter have been
completely removed from the surface except fo r
light shadows, very slight streaks or slight
discolorations caused by rust stains, mill scale,
oxides, or slignt, tight residues of paint or
coating that may remain. At least 95 percent of
each square inch of surface area shall be free of
all residues, and the remainder shall be limited
to light discolorations as mentioned above.

NOTE: For power tooled surfaces, in addition to the
5 percent of tight residue of paint or coating
which is penni ssible , shadows or tightly
adhering residues of primer may remain (without
limit) in the profile of the previously prepared
substrate. However, areas with residues of
Carboline 191 primer shall be recoated with
Carboline 191 primer. Areas with residues of
inorganic zinc may be coated wi th either
inorganic zinc or Carboline 191 primer.

2. Shan Projections An inspection for sharp--

projections that were not rounded during blast
cleaning or power tooling shall be pe rfo med .
Sharp projections are unacceptable and shall be
ground to rounded contour.

.

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

I
3. Anchor Pattern Depth -- The anchor pattern depth

of the blasted surface shall be inspected at random
locations using a Keane-Tator Su rfs.ce Profile
Comparator (model 373) or approved equal.

The anchor pattern depth for all surfaces shall
be a minimum of 1.0 mils.

Surfaces that have been powe r tooled wi th "3M
Clean-N-Strip", 60 grit and coarser " flapper
wheels", provide acceptable surface profile, when
precerly used over previously blasted anc
coated surfaces.

For power tooled steel surfaces, the 1 mil minimum*

profile shall be verified by visual comparison to
a standard of known profile or other approved
method.

f) Verify applicator qualifications per Sec. 3.3.1.

g) Verify air supply acceptability per Sec. 3.3.4.

h) 1. Coating Materials Identification

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

Approv,ed materials are:

CZ-11
Carbo Zinc base |i
Carbo Zinc filler
Carboline #21 or #33 Thinner

Dime tcote-6
Dimetcote 6 base |Diratcote filler
Amercoat #65 or #101 thinner

., .
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|

Carboline 191
Carboline 191 primer
Carboline 191 catalyst
Carboline #15 thinner

He shall also verify that each component container
is identified by batch number and that the shelf
life has not expired. Carbo Zinc 11 base and
Carboline 191 has a shelf life of 12 months.
Carbo' Zinc filler and Dimetcote 6 base and filler
have a shelf life of 24 months.

2. Mixing Operations

| An inspector shall witness each mixing / thinning
operation. The inspector shall verify that mixing ioperations are pe rfo rmed in accordance wi th
Reference 1-A and 1-B.

3. Thinning Operation

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

4. When coating materials are mixed / thinned in
locations other than the fi el d , the ins pector
verifying the mixing operation shall fill out the I

Paint Mixing Slip, Attachment 5. The inspector
perfoming the pre-application inspection shall
record the information from the Paint Mixing Slip
on the Inspection Report, Attachment 3. The Paint
Mixing Slip need not be retained.

1) Verify that primer is applied and pot life is not
exceeded in accordance with Attachment 7.

NOTE 1: (If applicable Coating interface - at coating
interface for finish and/or primer coat, the

i existing coating shall be " feathered back" a
sufficient distance to en3ure a scooth final
coating system. When inspecting coating
interface the interface of the coating or
systems shall be a maximum of .lis inch in
width. Within the interface area, overlapping
of any- materials or systems is acceptable.

-

When inorganic zinc is applied at an interface,
the cured inorganic zinc shall be screened or
abraded prior to application of next coat,

p g, TUGCO CA
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NOTE 2: Monitoring of Primer Application

During application operations of D-6 and
CZ-11, the QC Inspector shall monitor that
the pressure pot is continuously agitated.
CZ-11 and D-6 shall not be brush applied to
areas larger than 1 sq. ft.

During application of Carboline 191, the
inspector will tronitor to assure that no
fisheyes appear in the applied coating. If (de tected , the inspector shall info na the
paint forerran of their presence and that they |'1

'

should be removed while coating is still wet,
su rface cleaned with solvent and coating
reapplied .

.

The inspector shall tronitor pot li fe in
accordance with Attachment 7.

Verify that hose length is less than 75 feet.

3.2.3 Primer Touch-uo Recair (Primer Damace Does Not Extend to tSteel Surf ace

The coating inspector shall conduct the following inspections I

for prirar touch-up repair operations when the damage is
within t.ie primer coat and sandblasting to the steel
substrate is not required.

a) Verif) .u rface is abraded lightly then wiped clean

b) Verif) primer is applied in accordance with Section
3.2.2 (a) and (f) through (1).

3.2.4 Repair of Primer by Recoating

The coating inspector shall conduct the following
inspections for primer recoating repair. Only two (2)
overcoats shall be applied.

a) Verify that the surface has been solvent cleaned or
cleansed in accordance with Reference 1-B and 1-C. A
clean white cloth shall be used to check primed surface
cleanliness. Contamination is unacceptable an.d require* further cleaning.

%g, TUGCC CA
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b) Perfonn inspections (a) and (f) through (1) in Sec. |3.2.2.

c) Minor defects (mechanical damage such as construction
damage or exposing substrate during surface preparation
operations, etc.) perfonn inspections in Sec. 3.7.2. I

d) Major defects (mechanical damage such as construction
damage or exposing substrate during surface preparation
operations, e tc. ) perfonn inspections in Sec. 3.2.2.

|
3.2.5 Comolete Primer Recair (Primer Danace to Steel Surface

Extends Over Entire Item)

| The coating inspector shall conduct the following inspections'
to document primer repair when the damage is to the steel
surface and requires surface preparation to steel substrate
over entire item:

a) Verify ambient conditions per Sec. 3.2.2(a) prior to
surface preparation,

b) Perfonn inspections in Sec. 3.2.2. |

3.2.6 Documentation of Primer Recair Inscections

All inspections required by Sec. 3.2 shall be documented
on an IR, Attachment 3, in accordance with Reference 1-0.
The completed IR shall be forwarded to the PPRV for retention.

NOTE 1: If the repair is on an item which is fabricated
out of several pieces of steel bearing different
QP numbers, all QP ntrnbers will be recorded in
the " Remarks" section of the IR.

NOTE 2: All items within the scope of each inspection
which are detennined by the Inspector to be
satisfactory may be documented on a single IR,

NOTE 3: A reject tag will be applied to any unsat area,
with the inspection report, inspector's name and
phone extension listed per Referuce 1-F.

3.3 FINISH COAT PRE-APPLICATION INSPECTIONS

The QC inspector shall verify the following itens prior to
applying coatings:

,

%g, TUGCQ CA
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3.3.1 Coating Apolicator Qualifications

I
-

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

3.3.2 Anbient Conditions
i

The inspector shall determine air temperatu re, surface
temperature, relative humidity and dew point of substrate
s tructures. A calibrated non-mercury -filled dry bulb
thermometer or a calibrated temperature recorder (Bristol
4069TH or equivalent) shall be used for air temperatu re

| determination. A calibrated non-mercury wet bulb
| thennometer or a calibrated humidi ty recorder (Bristol

4069TH or equivalent) shall be used to detemine relative
humidi ty. The dew point shall be determined by the
difference in dry and wet bulb temperatures using the U.S.
Department of Cxmerce Weather Bureau psychometric Tables,
WB No. 235. When dry bulb readings are greater than 100'F,
the dew point and relative humidity should be determined by
using the 100*F reading. If the dry bulb thennometer exceeds
100*F, the instrisnent shall be returned to the calibration
lab for recalibration. The surface temperature shall be
detennined by placing a calibrated surface temperature
thennemeter (Omega-Amprobe Fastemp, range of 10*-250*F) in

wi th . the substrate surface until the temperaturecontact
reading stabilizes.

The permissible range of surface and ambient temperature for
application of finish coat shall be 50-120*F.

Maximum values of relative humidity shall be 85t.

The su ' ce temperature shall be a minimum of 5'F above
the dew point.

| 3.3.3 Coated Surface Acceptability
t

The Inspector shall visually reinspect the previously coatet
surface just prior to finish coat application for evidence of
contamination (oil, grease, foreign matter). |

,

|

| Contamination is unacceptable. All contamination must bej
removed per Reference 1-B or 1-C prior to finish coating. l

;

..

.
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3.3.4 Air Supply Acceotability

The Inspector shall inspect the air supply system (pressure
pots and spray guns) for the existence of suitable filters /
traps / separators.

The effectiveness of these itens shall be verified by placing
a clean piece of cheesecloth (or white fabric) over the exit
of the air lines and allowing air to flow for 30 seconds
minimum. The cloth shall show no evidence of moisture, oil
or foreign matter when examined.

3.3.5 Finish Coat Mixino Ocerations
I3.3.5.1 prior to mixing, the inspector shall verify that each :

component is identified by ba tch numbers and that the j
24 month shelf life has not been exceeded. .

3.3.5.2 The inspector shall verify that. mixing / thinning operations
are perfonned in accordance with References 1-B and 1-C.
Thinning may be done up to two quarts of phenoline Thinner
per gallon of Phenoline 305.

I
3.3.5.3. When coating materials are mixed / thinned in locations other

than the field, the inspector verifying the mixing operation
shall fill out the Paint Mixing Slip, Attachment 5. The
inspector perfonning the pre-application inspection shall
record the information fran the Paint Mixing Slip on the
Inspection Report, Attachment 1. The Paint Mixing Slip need
not be retained.

i

3.4 NNITORING OF SEAL OR FINISH C0AT APPLICATION [

The Inspector shall verify that. hose length is less than
75 feet when applicable.

'

The inspector shall also veriff that the seal coat (if
present) is solvent wiped with Phenoline 305 thinner or
Xyloi prior to finish coat application.

The inspector shall monitor to assure that no fish eyes
appear in the applied coating. If detected the inspector
shall infonn the paint foreman of their presence and they
should be renoved while coating is still we t, su rf ace
cleaned with solvent and coating reapplied.

.

.
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The inspector shall monitor po t life in accordance with
Attachment 7.

3.5
DOCUMENTATION OF PRIMER INSPECTION AND FINISH COAT
PRE-APPLICATION / APPLICATION INSPECTIONS

Results of inspections described in Sec. 3.1, 3. 3, and
3.4 shall be documented on an Inspection Report (IR),*

Attachment 1, in accordance wi th Reference 1-D. The
ccmpleted IR shall be forwarded to the PPRV for retention.-

NOTE 1: All items wi thin the secpe of each inspection
which are determined by the Inspector to be
satisfactory may be documented on a singleIR.

3.6 FINISH COAT FINAL ACCEPTA' ICE INSPECTION

The inspector hall perfonn a final acceptance inspection
of each finisa coated iten in accordance with Paragraphs3.6.1 through 3.6.5. For finish coated containment liner
plate surfaces, the final acceptance inspection shall be
perfonned at the completion of the curing period. For all
other finish coated itens, the final acceptance inspection
shall be performed immediately prior to turnover of each
area wi thin the containment building and should becoordinated with Area Managerrent. In addition, finish
coated containment liner surfaces shall be vi sually
reinspected in accordance with Paragraph 3.6.2 immediately
prior to turnover of each containment area.

NOTE 1: (If applicable) Coating interface - at coating
interfa;e for finish and/or primer coat, the
existing coating shall be " feathered back" a
suf ficient distance to ensure a smooth final
coating system. When inspecting coating interface
the interface of the systens shall be a maximum of
Ils inch in width. Within the interface area,
overlapping of any materials or systens isacceptable.

When inoganic zinc is applied at an interface,
the cured inorganic zinc shall be screened or
abraded prior to application of next coat.,

NOTE 2: If present, the tie in interface between concrete
coatings and steel coatings shall be visual ly .-

inspected during the finish coat final acceptance
of both systens. .

, TUGCO CA
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3.6.1 Finish Coat Cure

Final QC inspection may be perfonned after a minimum topcoat
cure of 24 hours and cure to recoat time has been met.

Curing and -time to recoat Phenoline 305 shall be as shown
below:

Between Coats Temperature 'F

72 hours 50 - 59
36 hours 60 - 74
18 hours 75 - 89
12 hours 90 and above

Phenoline thinned at 507, and applied as a seal coat may be
recoated after 4 hours of cure at or above 75'F.

3.6.2 Visual Defects Insoection
'

The Inspector shall perfonn a visual inspection of the
finish coated surface in accordance with the following: |

a) Runs / sags - Runs or sags in which the DFT of the total
coating system is 15.0 mils or less thick, which show
no evidence of loss of adhesion or mudcracking, are
acceptable. Those which show evidence of mudcracking,
loss of adhesion or greater than 15.0 mils shall be
repaired in accordance with Sec. 3.7 as applicable.

b) Ski ps, damaged areas, holidays, voids, bubbles, and
blisters are not acceptable and shall be repaired as
per Section 3.7, as applicable.

c) Pinholes - acceptable to the extent allowed by Sec.
3.6.4 and Attachment 2; areas not acceptable shall be
repaired as per Section 3.7.5.

d) Contamination - unacceptable; areas shall be repaired
as per Section 3.7.4.

e) Dry spray - unacccptable; shall be repaired as per
Section 3.7.8. A minor amount of adherent dry
spray is acceptable on the final finish coat,

f) Color and gloss non-uniformity - unacceptable; shall'

be repaired as per Section 3.7.6. - -

,,,,,,%, Tucco cA

...

._



, -- - - ,

.

L
.

. - . . . . . . . . . . . . _. _

I i ,

INSTRUCTION

TEXAS UTILITIES GENERATING CO. NUMBER ESlON ISSUEi DATE PAGE-

6 CPSES

QI-QP-11.4-5 29 /,AY 0 4 1984 16 of 32

.

g) Orange peel - moderate amount is acceptable, other than
moderate amounts to be repaired per Sec. 3.7.7.

NOTE 1: Top coated areas which have been abraded for variousa

'

reasons (i.e., runs, sags,highmillage,contamina- I
tion etc .) and are within acceptable procedural l
thickness following repairs, do not require recoating ;

for gloss enhancing.
{

NOTE 2: For small repair areas such as pinholes, color and
gloss unifonnity is not required, provided the coating
is smooth and continuous.

3.6.3 Dry Film Thickness (DFT)

The Inspector shall perfo nn a DFT of the cured coating '

system. A calibrated 0-25 Elconeter Inspector DFT Gage Medel
III/1E, or equivalent, shall be used. Separate spot measure-.

ments (See Note 1) spaced evenly over the structure (See Note
2) shall be taken. Since the magnetic gage is sensitive to
geometric discontinuities in the steel, measurements less than
1 inch from an edge or a hole should be avoided where
possible. (See Note 3).

The average DFT of the total coating system shall be a
minimum of 6.0 mils and a maximun of 13.0 mils. The spot
test DFT of the total coating system shall be a minimum of
6.0 mils and a maximum of 15.0 mils. |

The finish coated system shall exhibit full "hidi ng "
properties of the primecoat.

NOTE 1: A spot measurement is a series of three measure-
ments in the same general area. The probe should
be moved a short distance for each gage reading.
Discard any unusually high or low gage reading
that cannot be repeated consistently. Take an
average of these three gage readings as one spot
measu rement.

In the event that any spot is found to be outside
of the acceptable thickness range, three additional
spots shall be taken at approximately 6 inches
from the failing spot and spaced radially at
approximately 120 degree intervals to detennine
the extent of the unacceptable area. Dimensions
and locations of unacceptable areas and results of*
additional testing shall be documented on the IR. '

p.,,,, g , TUGCC CA
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!

NOTE 2: Five spot tests shall be taken on each item for
every 100 square feet of coated surface. For areas
or items less than 100 square feet, the following
shall apply:

Area Sq. Ft. No. Spots

100-80 5
80-50 4
50-10 3
10-3 2
3-0 1

NOTE 3: Items with appreciable surface curvature and other
geometrical discontinuities such as hand ra il s,
checkerplate, gratings, stairs, sway struts, etc.
shall be exempt from DFT measurement. For piping,
struts, spring canisters e tc . , appreciable
curvature will be considered as less that 4"
in diameter.

.

3.6.4 Continuity Inspection

The Inspector shall test the continuity of the cured finish
coat on liner plate using a Tinker and Rasor Mocel M1 (67.5
volt) holiday detector. 100% of the finish coated surface
area shall be tested.

The applied film should contain only a minor neber of
'

|
points of discontinuity. No more -than two points of
discontinuity should occur within an area having a radius of

| 6 inches as measured from a point of discontinuity
(pinholes). No more than 40% of the total nunbe r of
allowable points of discontinuity should occur within any
one area equal to 25% of the total area being coated. The

| total number of pinhole discontinuities allowed is defined
i in Attachment 2. No gross discontinuities are allowed.

3.6.5 Documentation of Finish Coat / Seal Coat Acceptance Inspections
' Results of inspections described in Sections 3.6 shall be
L documented on an Inspection Report (IR), Attachment 4, in
j accordance with Reference 1-0. The completed IR shall be
t forwarded to the PPRV for retention.

; NOTE 1: All items wi thin the scope of each inspection
per Paragraph 3.6, which are determined by the'

*

, Ins pector to be satisfactory, may be docu ented
! .on a single IR.
|

|
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NOTE 2: A reject tag will be applied to any unsat area,
with the inspection report, inspector's name and
phone extension listed per Reference 1-F.

3.7 REPAIRS OF FINISH COAT

3.7.1 Repairs of Runs and Saqs

The QC inspector shall verify that the area is abraded until
the DFT of the total coating system is within 6.0 to 15.0
mils, and examined fo r nadcracking. If r:udcracking is
preseni., remove unsatisfactory coatings and repair per Sec.
3.7.2 or 3.7.3.

3.7.2 Repair of Minor Defects
|

The QC inspector shall perfonn the following inspection when
repairing minor defects (Reference Attachment 6):

'

a) Verify ambient conditions per Sec. 3.2.2(a) prior to
surface preparation.

b) Verify that the area surrounding dama J area is
blasted or abraded and any exposed steel is hand
abraded, power tooled, or blasted and loosely adherent
particles removed.

c) Verify damaged area is solvent wiped.

d) Perfonn inspections described in Sec. 3.2.2. 3.3 and
i 3.4, as applicable.

. e) Minor defects may be repaired at the time of final
| inspection without later reinspection of the repair.
f .

3.7.3 Repair of Ma.for Defects

The QC inspector shall perfonn the following inspection when
repairing major defects (Reference Attachment 6):

a) Verify ambient conditions per Section 3.2.2(a) prior to
surface preparation.

b) Verify area is power tooled or spot blasted and all loosely
adherent particles removed.

..
*

c) Verify area is solvent wiped.*

!

p.,,,, g , TUGCC CA
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d) Perfonn inspections in Sec. 3.2 as applicable.

3.7.4 Repair of Contamination

The QC inspector shall verify that contamination is
removed and the surface recoated per Sec. 3.3 if removal of
contamination results in low film thickness.

3.7.5 Repair of Pinholes,.

a) Verify all loose particles are removed and area is
solvent wiped.

b) Perform inspections described in 3.7.2, except pinholes
may be repaired at the time of final inspection without

ia later reinspection of the repair. t

3.7.6 Repair of Gloss and Color Nonunifomity

a) Verify the affected area is abraded and solvent wiped.

b) Verify the af fected area is recoated without exceeding4

the eximum film thickness and perfonn inspections in
Sections 3.3, 3.4, 3.5 and 3.6.

c) Top coated areas ,hich have been abraded for various
reasons (i.e., runs, sags, high millage, contamination,
etc.) and are within acceptable procedural thickness,
following repairs, do not require recoating for gloss
enhancing.

d) For small repair areas such as pinholes, color and gloss
uniformity is not required, provided the coating is
smooth and continuous.

3.7.7 Repair of Excessive Orange Peel

a) Verify the affected area is, abraded and solvent wiped,

b) Verify the affected area is refinished and perfom the
inspections delineated in Sections 3.3, 3.4, 3.5 and 3.6.

3.7.8 Repair of Dry Spray

Repair of dry spray identifiable by vi sual ins pection
defined within this procedure shall be removed.

%g, TUGCO CA
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a) Verify all loose particles are removed.

b) Verify coating film thickness is still within
allowable range.

c) If film thickness is not within allowable range perfonn'
inspections in Sec. 3.3,'3.4, 3.5 and 3.6.

NOTE: A minor amount of adherent dry spray is acceptable
on the final finish coat.

3.7.9 Documentation of Recairs

All repairs shall be docunented on an Inspection Report,
Attachment 1. Repairs involving application of primer will
be documented on Attachment 3.

3.8 MAPPING OF LARGE AREAS

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

The map drawing shall be mair.tained by the QC Supervisor,
or his designee, until the entire surface has been coated.
At this time, the canpleted map shall be transmi tted to
the Permanent Plant Records Vault.

NOTE 1: Separate maps shall be saintained for the prime,
seal and finish coats.

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

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

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

NOTE 4: The following parameters (as necessary) should be
considered for description of areas on the sketch:

.

.

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

b) Dimensions in relationship to azimuths,
column lines, reactor centerline or other
components of known location.

c) Quadrant, compartment, cavi ty or roon in
which inspection is located.

d) Unit number.

e) Relation of su rface to cardinal di rections
(i .e. , North, South, e tc.) .

3.9 SPECIAL COATINGS PROCEDURES

Special coatings and instructions set forth in CCP-30-M
procedures as applicable under the scope of this
procedure, shall be inspected as per the guidelines of this

. procedure using the criteria established in the special
coatings procedures.

3.10 SHOP COATED ITEMS

3.10.1 Itens removed fran the building for coating at the paint
shop shall be the responsibility of the craft department.

3.10.1.1 The craft shall be responsible for identifying each piece
by work package number.

3.10.1.2 The craft shall be responsile for returning and installing
the shop coated iten in the same area it was removed from.

3.10.2 The shop QC Inspector shall inspect the iten(s) in accordance
- with QI-QP-11.4-1 and QI-QP-11.4-5, as applicable, and

docunent his inspections on an Inspection Report (IR) in
accordance with those procedures.

,

3.10.2.1 In addition to the infonnation required by QI-QP-11.4-1 or
QI-QP-11.4-5, the shop inspector shall reference the work
package nunber identified on the iten(s) on the IR.

~

3.10.2.2 The IR, upon completion, shall be transmitted to the Paper
Flow Group (PFG) for Unit 1 and/or the Interim Records Vault
(IRV) for Unit 2 for inclusion in the Wrk package.,

s
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.

3.10.3 The QC ir spector (in the field) shall verify that itens
prepared /c >ated in the shop, which are included in the
scope of the travele r, have the applicable Inspection
Report (s) from the shop included in the work package and
correspond with the identification on the iten. ~

,

3.11 NONCONFORMANCES

Nonconfonning conditions such as coating failure due to loss
of adhesion or indetenninate/ unacceptable conditions which
cannot be repaired or corrected as per existing procedures
shall be documented on a Nonconforrance Reported (NCR) in
accordance wi th CP-Q P-16. 0. The NCR ntrabe r shall te
referenced on the Inspection Report, if applicable.

.

'.
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l ATTACHMENT 1

|

, COMAMCNE PCAx 3 TEAM ELE:TRic 3 TAT |CN
| m.er* 1 2es -

INSPECT!CN REPCMT p,

! iTE3s OE5i;T.47.cas as.apiirmanGa % t&t3 TIM / 3Tisw.aE M6h&T' Gas.

PROTECTIVE CCATINGS r3

).l
.

ac u s ano. s em uartan .ne; .

,|w-QP.11.4-5 Rev.
w es .n w u, .a ;w.sa.

As.31 ,| QI
,

C l"se Ty.c', C%"fe.IW."*" CFME C P="s,ce- e= UPb3cieu ,
mest agaul.74

O simpe:9ms cowurro au. usucass.: tross saturac7cav

a mmere comu-as, unun=cron erzw urtzo us.ow * * ' " " " ' ' " *
.c

'**' *
INSPTOT CN ATTRISUTES Y; IIgarg ,[,fm

., m- - .
| 5EAL CJAi fiNi5n sai 1 | | t

i ORIGINAL REPAIR | 6i i
1. I si;CFO ALL PRCCii'.iisi 00 Ail:.G5 uh1GLE wP & 10 NO.'s: 1 ii t

1(FOR MULTIPLE ITEMS IN0!CATE IN " REMARKS WITH l' ! l I

iCCRRESPCN0f% CFT RE10fNGS F CM ITE'8 d31Per Para 3.11.s I i l
1 - 1 l i 1

2 :vForry noturo r+me oro eses 1 * $ - | 1l I
3. PERFORM VISUAL INSPECTION CF PRI"ED SURFACE PER PARA. | | |

3.1.1.d I i l I

Iorerrew rev er estwes eas* oes esos i * i . reas i l i i

i MULTIPLE ITEMS INDICATE MIN. SPOT. NAA. SPOT AND AdER- 1 i l I

iAGE OFT FOR EACH ITEM IN "REv>RKS*) I i l 1

5. PERFORM VISUAL INSPECTfCNS OF P8EVf 0U$tY CCATED SURFACE
'

I
ptR papa 3.3.3 I' '

'vroerv eteorier oerenego*emer taarp'se,e oro reesa noc
i l |'

CCP30A l ! I i
7. 1 AMBIENT CCNDITIONS CHEtrED PER PARA. 3.3.2 PRICR 70 l I i l

lC0ATING Apof_fCAT!CN | tt |
| RECCRD: i l1 i
|CATE: IINE: is. a. | | |

| | 0. 8 5. T. 0.P. R.M. | |
I

i l I

| (CONTINUED AN SHEET 2 of 2) | | |
= cosas,sse::,rTcJ

!

-4
Cfe ata * i .WE ;sionarweLa. oc C,g l i e oc m m ::sa .

.'
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ATTACHMENT 1 (Continued)

I I

._ . ... . _._. -. ._ .. .
'

c:wAncut prax sTrau ELE:Tarc statics
INSPECTION REPCRT QI.QP.11.4 5,'R.(suppqEugNTAd Eheet 2 of 2

FCR FULL HEADIreGS. SEI SHEET 1 NO.
,

'E;

INSFECTICN ATTA18uTEs rJu; t.. .

. ..8. VERIFY OUALIFICATICW CF ADDtfCATORf5) pro papa. 3.3.1. 1 I e *
't!ST-

1 i e i ., i
i 1 i ii
t I t i9, 8 A DDf_ [{ATIFfi Mr?WCM- 1 I I f 1iSP RA Y BEUSH i t 6 i

10. (VEUTFY AIR ?UDDt' ACCrpTante pro caos_ 3_3 2
. i e t I11. IVE4frV =0?E '_ ENG?w !S tr$5 ?wng 7c r- . i + 6 i12. IVER!FV Mf1TNG CaraAricNs a=g ete ccp.39 ce cc. 3c4 ass

IPARA. 3.3.5.
. i 1 a 1 i

1 I 1 e i13 #cca'!NS w *rs'p =c-m c taryttrees?fe.g. I I I e iRECORD BAf tu N'assrot. 1 I I I i
! PAR T A:

e 1 1 Ispaar a-
e e e

THINNER: l
1 1 1 1

TIME MIXED: CAtE: 4 I I i
'

14
IVERIF' PCT LIFE AS STATE 3 IN CCP.30 AND CCP.3CA IS NOT EX.Ii i l
ICEEDED PER PARA. 3,4.

I i 1 e
t

* 1 t,
8 I I tg

I t i e

i s t i
1

I I I i
i 1 1 4 '

6 I I t

1 4 i 4

i e i I II
i e | | j

ROdAMx3: (poet, spt:3,g7:J

i

.
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;. =a=
.

4s

.,| .. e.:,c: .n = , ,, c ..

;, o ., - ..
.

t .

Pam sea 1 TUGCC CA

_ , _ ..__ _ . _ _ _ . .



--

.

. . .
:* >

. _ . . - _ _ _? ,
, . ~ + , -

_ , _ .

INSTRUCTION ISSUEREVIS!CN8 DATE PAG:
TEXAS UTILITIES GENERATING CO.

CPSES

QI-QP-11.4-5 29 MAY 0 41984 25 of 32
*

i

ATTACHMENT 2

TOTAL NUMBER OF ALLOWABLE POINTS OF DISCONTINUITY

SURFACE AREA COND. "C"
BEING COATEC CCMMERCIALLY
(50. FT.) CONTINUOUS

10 5

10-50 10

50-100 20

100-500 30

500-1000 50

1000-5000 75

,

Gross Discontinuities - None Allowed.

.
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ATTACHMENT 3-
|

CcasAMCME SCW STEAnd ELECTRIC S TATICN
wr- -r

INSPECTION MDCRT p
rras _r-+ p irur.a s

dsursu e naw.as .sa.eact.m |PROTECTIVE COATINGS n.
esa

,! sv. a!=010811.4-5 g ws a :ssr as w r. .e. !
.= <r u sec. e asv. e t-- ': *

AS-31 tev. ,
,

CI"sa%nt.'c's @,In7c$h'd"*" CYa$d5E C I."=snetro. DsE. gasm .ssu ra
b MC"NIN ccM84ETBo , aLL apmUCae6E STOs3 SAfWACTCav

t

O =a m e= cew e n. = risnera.7 |
* * 'annerca car.rs= us se ,

iTDs M ci
IN SPCT;CN ATTmty*g3 i . L GC j

.

/ .y 3 ||Sa7t agna n,,g.

1. IFor recair of sags and et;ns outside the acceetable CFT t i ' t i

! rince, eerfer-i 0FT of P*imer Coat in areas which h,ve if I f

I been sanded or scree *e1 ce* Para. 3.2.1. (Fer multiefe 1 8 ' I ,

I items. indicate Min. Scot. %x. Scot and Avernoe OFT l 3 I i i
,

i with corresoondino CP & TO No's for each item in
I "Remarts".)

'
i i l I ?

l I i i
i RECORD: Minimum Scot Test: l i i i I'

l Maximum Sect Test: | || | {l Averace DFT: I1| t |
2. lsbensive accest ele eer 8eet. 3.2.2 b. I l I l i

i

h
' 3. Seearsters installed, draired and drains lef t cartially I i l l .

i ooen.
I ii i :

S. Sie suceiv free of centaminatien. 1 ii I
5. blasted or oower. tooled surface and orofile: 1 ll i I

| 4. Surface and surrounding areas cleaned per i Ii I l
i Para. 3.2.2.d. I l l 8

1 e. Surface free of 'oreton matter incl. crease & oil.1 e ! l !| c. Sharp (non-rounded) projections removed. I l i
ld Anemer eatteen deeth 1. 0 ail ainiar 3. 2. 2. e. 3. 1 I I
I e. Surface lichtly abraded per Para. 3.2.3. il I'

| f. Surface wiped clean oer Para. 3.2.3 or 3.2.4 | | | |
I (Renairs Oniv) i ii i i

6. befouenumberstampedonefece(s1 8ecord Unieue 1 I l l i
I Numeer(s) in ac ' arts" below. I ii i !

e

7. haibient condittens checked per Para. 3.3.2 orier to lll l l '
,

I orimer aoolication and record below | !| | 8

I DATE: TTME: WET 9t'tB TEwP | | 1 '|

l DRY SULB TEMP: RELATfvE WUwf0ftY: I lI l i
l DEW POINT? SUoFACE TEMP: I I I i

8. Substrate sur' ace f*ee of contaminants. ! I !

'
'

l i 1I i i
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ATTACHMENT 3 (Sheet 2)

. . .

COMANCHE PEAM STEAM ELECTRIC STATICN gg,gp.gg,4,$, g,,,
,

INSPECTION REPORT sheet of
(suom EMENTAL) *

T INSPECTION ATTRIsuTES 3 $su
,a i

,,

n9. I free. filte ,er tea =-near int *=11.d a., am e. 3.3.a.
10. Air supoly free of contamination.
11. Ovalfiestica e' neelice*-*. flist Aroiteators?) I t I

i
I I i i

t
1 i e i

12. I verify Mixino Ceeratiens eer ears. 3. 2. 2.h. I i i 4
13. I Coating Waterial Peacuct identificaticn: 6 I I I

I a. Base Lot No.- e I e I
( 0. Filler Lot No. t I i I

e. Catalyst:'

4 i'

d. Thinner tot No!
e. Time Mixed?

,. 14. Pressure Dot agitated. (if aco11 cable) ' I

i 15 . Pot life met eveeedad. -''
16. Mose less than 75 feet.

t e |

| 1
4 1

i

REMARKS: (posS, SPEC 3.ETC)

6

.

' ' ' * * * * " " es

| i.R. Ctesto O i" i**" "
es '

! l. CC *NSPEC TC 4 31

7tJGCC CA' Fenn NeL t
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|

4
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I

PAINT MIILNG SLIP
/

DATE:

BLDC. ELEV.

COATLNG: COLOR.

i

TIME MIXED: TEMP.

BATCH # BASE (A)
CAT./FLR (B)
THINNER (C)
GAL. '

MSTE #'s

INSP DATE:

!
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ATTACHMENT 6

DEFINITIONS
.

Color and Gloss Nonunifonnity: A milky haze or mist in the finish of
a recently applied coating.

Contaminant: A foreign substance, inadvertently added to a coating or'

found on the substrate that adversely affects the application,
adhesion, curing and/or subsequent perfonnance of the applied.
coating.

Dev Soray: A dry powdery primer or finish coat readily removed by
light sanding with either sandpaper or a wire screen. A minor
amount of adherent dry spray it acceptable on the final finish coat.

,

Feathering: An area that is roughened and tapered to obtain a smooth
and continuous surface with an existing coating.

Fisheyes: Small openings (" fisheyes") in wet film exposing old
surface or previous coat. ,

Full Hiding: The coating provides sufficient coverage so that the
preceding coat is not readily visible with an unaided eye.

Holiday: A pinhole, ski p, discontinui ty or void in coating film. j
Major Defect: Defined as an area, either circular or linear, in which "

a 1/2" diameter circle could be inscribed at any point or along
' the entire length which may extend to substrate.

Minor Defect: Defined as an area, either circular or linear, in which
a 1/2" diameter circle could not be completely inscribed at any
point along the entire length dich tray extend to substrate.

Monitor: Confonnance. verification by physically observing a task being
performed on a periodic or random basis.

Muderacking: Irregular cracking as in a dried mud puddle (applicable
to inorganic zinc primers).

Orange Peel: Dents in the surface resembling orange skin. A moderate
amount is acceptable.

Pinholes: Minor discontinuities in coating which exposes primer or
substrate.

.
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ATTACHMENT 6 (Cont.)

Seal Coat: Finish coat applied at approximately 1 mil DFT over
primer to protect prime coat.

Verify: Confirm or make certain.

Vi sual: To examine with an unaided eye (correctional eye glasses or
contact lens are acceptable).

.

.
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POT LIFE REFERENCE SHEET

Normal Pot life - CZ-ll
8 Hours Pot Life

3 .., -

..

.

%. .

2ac.
_

t ar-

o a. ,! L .l. 1. ..

. e w w e w -

,j
un-

Pot life stated above for unthinned coatings are the recocrnended times
and should be utilized as a guideline for coatings usage times, however,
actual pot life may be longer. For unthinned coatings or~ coatings thin-'

ned 50% or less, actual pot life is determined by applicability of the
coating.

POT LIFE - DIMETCOTE 6

Pot life for dimetcote 6, thinned or unthinned, shall be 24 hours.

.. . - . - . . . .

POT LIFE PHENOLINE 305 & CARSOLINE 191

TEMPERATURE (O ) UNTHINNED THINNED 50%F
50-54 10 hrs. 24 hrs.
55-59 7 hrs. 24 hrs.
60-64 4h hrs.. 24 hrs.
65-69 3h hrs. 24 hrs.
70-74 2 hrs. 24 hrs.
75-79 1 hrs. 24 hrs.
80-84 1 hrs. 24 hrs.,

85-89 1 hrs. 24 hrs.
90-95 1 hrs. 24 hrs.

Pot life stated above for unthinned coatings are the recomended
times and should be utilized as a guideline for coating usage time,
however, actual pot life may be longer. For unthinned coatings or
coatings thinned 50% or less, actual pot life is determined by

.

, '
the applicability of the coating.

.
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