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1.0 GENERAL

AND REPAIR
| 1.1 PURPQSE AND SCOPE

The purpose of this instruction is to outiine methods
utilized by Quality Control personnel in inspection of steel
substrate surface preparation, grun application, primer
repair, seal and finish COQ\ s tion and repair for

Unit 1 Reactor Building. w&\

| 2.0 INSTRUCTION \Q&“

| Visual in%ion of surfaces as addressed by this

' instruction shall be made at approximately 30" in distance or
an amms length fram the surface being inspected. The area
of inspection shall be adequately 1lignted during the
inspection activity. Adequate lighting is defined as the !
minimum light produced by a two (2) O-cell battery
flashlight.

Visual aids fabricated on site and approved by Quality

Assurance and Engineering may be used by Inspectors as an

aid in the perfomance of their inspections.

For definitions, refer to Attachment 7.

If a conflict arises between the requirements of this

procedure and the requirements of the site specification, |

the requirements of the site specification shall prevail. ;
2.1 PRE-BLAST CLEANING OPERATIONS !

2:1:1 Abrasive Acceptability

The Inspector shall obtain a sample of the abrasive to be
used from each work area. The abrasive shall be verified
: to be drv by feel with no grease, oil and deleterious
‘ material. Verify that proper blast abtrasive is used
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2.1.2

e.1.3

2.2
2.2.1

2.2.2

Blast Equipment Acceptability

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

a. Air supply (refer to Attachment 1B).
b. Ambient conditions (reference Attachment 1A and 6).

Solvent Cleaning (If Contamination Is Present)

If oil, grease, or other contamination is present, verify
that solvent cleaning is performed and that contamination

is removed prior to blast/power tool cleaning steel surfaces.

POST SURFACE PREPARATION QPERATION

Blast Cleanup

The inspector shall visually check the blasted substrate
surface.

The surface shall be air blasted 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.

Blasted or Power Tooled Surface Acceptability

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

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

Form No. 1
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2.3.1

NOTE:

For power tooled surfaces, in addition to the 5
percent of tight residue of paint or coating which
is permissible, 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 2zinc may be
coated with either inorganic zinc or Carboline 191
primer.

Sharp Projections -- An inspection for sharp
projections that were not rounded during blast cleaning
or power tooling shall be performed. Sharp projections
are unacceptable and shall be ground to a rounded
contour,

Weld spatter on structural steel which remains after
power tooling and/or sand blasting will be acceptable.

Aachor Pattern Depth -- The anchor pattern depth of
surfaces shall be inspected at random iocations as
necessary using a Keane-Tator Surface Profile Comparator
(model 373) or approved equal.

The anchor pattern depth for all surfaces shall be a2
minimum of 1.0 mils.

Surfaces that have been power tooled with “3M Clean-N-
Strip", 60 grit and coarser "flapper wheels", provide
acceptable surface profile, when properly used over a
previously blasted and coated surfaces.

For power tooled steel surfaces, the 1 mil minimum profile

shall
profi

be verified by visual comparison to a standard of known
le or other approved methods.

PRIMER PRE-APPLICATION INSPECTIONS
Ambient Conditions

The inspector at the “paint distribution point" in Reactor 1

shall

verify ambient conditions 1in accordance with

Attachment 1-A.
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2.3.1.1 Documentation of Envirommental Conditions

a. The inspector assigned to the “paint distribution
point" in the Reactor building shall, as a minimum, |
take a complete set of readings (air temperature, |
relative humidity, dew point and surface temperature) .'
on each floor elevation at least three (3) times each ;
shift (preferably, the beginning, mid point and just
prior to the end of each shift). More readings may be '
taken when necessary (i.e., noticeable change in air |
temperature, request by field inspector to take readings .
in a specific area, etc.). ’

b. The inspector at the "paint distribution point" shall
document these readings on Attachment § as follows:

1. The inspector shall fill 1in the applicadble
information as delineated on the form, exceot ;
for the "Report No. “. (The Report No. !
will be filled in by the Paper Flow Group when
they assign numbers, prior to transmitting to the
QA vault,

2. Upon completion of the shift, the inspector shall
turn all of the environmental log sheets for that ;
shift into the lead inspectors. !

e e S———————— . ———" e Sob—

c. The lead inspector(s) shall review the log sheets for
campleteness and correctness, sign and date the
"QC Review" block, obtain copies for QC reference and
transmit the originals to the Paper Flow Group.

d. If at any time the inspector determines readings which
do not comply with the parameters sat forth in this
procedure, he shall proceed in the fcllowing manner:

1. Immediately take an additional set of readings in
the immediate area of the first set of unacceptable
readings and record them on the envirommental log. :

‘ 2. If the additional set of readings are acceptable,
take a third set of readings for referee purposes
and record them. [f the referee set of readings
are acceptable, then the area in question is
acceptable but should be closely monitored with

readings as necessary. f
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2.3.2

2.3.3

2.3.4

2.3.8
2.3.5.1

3. If the additional set of readings is unacceptable
and/or the referee set of readings is unacceptable,
the inspector is to notify the coatings inspectors
and/or craft personnel in the areas affected so
that coating work may be stopped at that time.
Coating work shall not continue until the ambient
conditions resume an acceptable status.

4. When unacceptable ambient conditions occur and are
verified by step 3 above, the inspector shall
document it on a Nonconformance Report (NCR) in
accordance with CP-QP-16.0 and adequately identify
the affected areas, elevations and items,

Substrate Surface Acceptability

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

If rust forms after Blasting or Power Tooling, the surface
shall be recleaned before priming.

Air Supply Acceptability

The Inspector shall inspect the air per Attachment 18.

Qualification of Applicator(s)

The Inspector shall verify (by Qualification Record or list
of qualified applicators from CA file) that the coating
applicators are qualified for safety-related coating work.
The applicator(s) badge number shall be listed on the back
of the traveler.

Mixing Operations
Coating Materials Identification

An {inspector shall {inspect the coating material containers
prive to mixing contents for product identification and
verify that 211 materials are correct for coating
application.
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Approved materials are:
CZ-11

Carbo Zinc 11 base |
Carbo Zinc filler ,
Carbeline #21 or 33 Thinner 3
DIMETCOTE-6

Dimetcote 6 base ‘

Dimetcote filler i
Amercocat #65 or 101 Thinner

CARBOLINE 191

Carboline 191 Primer
Carboline 191 Catalyst
Carboline #15 Thinner

PHENOLINE 305 |

Phenol ine 305 base |
Phenoline 305 catalyst
Phenoline thinner

An inspector shall also verify that each camponent 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, Dimetcote 6 !
base and filler, and Phenoline 305 all have a shelf life
of 24 months. Pot life shall be monitored in accordance |
with Attachment 8.

2.3.5.2 Mixing Operations

The inspector shall verify that mixing operations are

{
|
An inspector shall witness each mixing/thinning operation. |
performed in accordance with Attachment 2. ‘

Prior to distribution of CZ-11 or D-6 inside the building it -
shall be power mixed or boxed. | t

2.3.5.3 Thinning Operation |

Coating materials (if thinned) viscosity control shall be
accomplished by adding thinner as required, but shall not
exceed two quarts of thinner per gallon of material.
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2.3.5.4

2.4
2.4.1

2.4.2

2.4.3

2.5
2.5.1

When coating materials are mixed/thinned, the inspector
verifying the mixing operation shall fil] out the Paint
Mix Slip, Attachment 3. The inspector performing the
pre-application inspection shall record the mix sheet
number on the travelers. The Mix Slip shall be returned

to the Paper Flow Group at the end of each shift to be sent
to the vault. '

PRIMER APPLICATION INSPECTION
Monitoring of Primer Application

Ouring application operations of D-6 and CZ-11, the QC
Inspector shall monitar that the pressure pot is continuously
agitated. The QC Inspector shall also verify that the
hose length does not exceed 75 feet. (Z-11 and D-6 shall
not be brush applied to areas larger than 1 sq. ft.

During application of Carboline 191, the inspector will
monitor to assure that no fisheyes appear in the applied

[f detected, the inspector shall inform the paint
foreman of their presence and that they should be removed

while coating is stil] wet, surface cleaned with solvent
and coating reapplied.

The inspector shall monitor the pot life in accordance with
Attachment 3,

INSPECTION OF PRIMER

Primer Inspection Prior to Application of Seal or Finish Coat

a. Verify the primer has cured sufficiently for the top
coating (as determmined by the use of a nickel test on
06 and CZ-11). Cure to top coat of Carboline 191 shall

be the same as time to recoat for Phencline 305, stated
in Sec. 2.9.1.

b. Perform a visual inspection of the primed surface in

dccordance with the following:
1.

Runs/sags which do not exceed the maximum dry
film thickness for each coating applied and show
no evidence of mud cracking or loss of adhesion
are acceptable. Repairs for runs/sags other than
the aforementioned shall be per Sec. 2.6.2 or
2.6.3, as applicable.

Ory Spray - Must be removed before overcoating
per Sec. 2.6.3.

TUGCO OA
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3. Contamination - unacceptable; remove and repair
per Sec. 2.6.2 or 2.6.3, as applicable. (See note) [

0i1 and grease - unacceptable; remove and repair |
per Sec. 2.5.2 or 7.6.3, as applicable. (See note) § V)
4. Skips/damaged areas/hol idays or voids -

unacceptable; repair per Sec. 2.6.2 or 2.6.3, as ‘
applicable.

5. Orange peel - Moderate amounts are acceptable.
Other than moderate amounts; repair as Sec. 2.6.3.

6. Bubbling - unacceptable; repair per Sec. 2.6.2
| or ?.6.3. as applicable (does not apply to CZ11 or
0-5).

7. Treatment of Stains - Material causing stain shal] |
removed using bristle brush and water or
Carboline Thinner #33. Area shall then be solvent
wiped. Stains that remain on surface are
acceptable as is. Allow the surface to dry
thoroughly prior to further coating. (See note)

NOTE: For items primed with inorganic zinc,
hand clean with "M Scotch-brite" pads
moistened with solvent such as xylol or
Carboline #33 or #305. Cleaning in this
prescribed manne: provides acceptable
preparation for further coating
applications when used properly, if
questions arise concerning the above
they shall be evaluated by the Project
Civil Engineer or Designee,

€. The inspector shall perform a OFT inspection of the
, cured primer film. A calibrated 0-25 Elcometer
« Inspector DFT gage Model ITI/1E, or equivalent, shall
: used. Separate spot measurements (See Note 1)
spaced evenly over the structure (See Note 2) shall
be taken. Since the magnetic gage is sens’ ive to
?omtric discontinuities in the steel, measurements
‘ ess than 1 inch from the edge or 2 hole should be
' avoided (See Note 3). :

Ory Film Thickness shall be as follows:
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Carboline 191 spot test 1.6 7.0
CZ-11 spot test 1.5 7.0 |
D6 spot test 1.8 5.5 '
D6 average OFT 2.0 5.0 1
CZ-11 average OFT 2.0 6.0 f
Carboline 191 average OFT 2.0 6.0

NOTE 1:

NOTE 2:

NOTE 3:

A spot measurement is a series of three
measurements 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 measurement.

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 determine the extent of
the unacceptable area. Unnacceptable areas
shall be repaired per Sec. 2.6.3 or 2.6.4.

Five spot tests shall be taken for every
100 square feet of coated surface. For areas
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

Items with appreciable surface curvature and
other ometrical discontinuities, such as
handrails, gratings, stairs, sway struts,
checker plate, etc., shall be exempt from dry
film thickness measurement, For pipin?.
struts, spring canisters, etc, appreciable
curvature will be considered as less thar 4"
in diameter.

Form Ne. 1
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2.6
2.6.1

2.6.2

PRIMER REPAIRS

Sags and Runs

Runs/sags which do not exceed the maximum dry film thickness
for each coating applied and show no evidence of mud cracking
or loss of adhesion are acceptable. Repairs for runs/sags
other than the aforementioned shall be removed. Repair per
Sec. 2.6.2 or 2.6.7, as applicable.

Primer Touch-up Repair (Primer Damaged to Steel Surface)

The coating inspector shall conduct the following
inspections to document primer touch-up repair operations
when the damage 1{s to the steel surface and spot
sandblasting or power tool abrading is performed for surface
preparation,

a. Surface preparation Ref. Sec. 2.2.2.

b. 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.

c. Ambient Conditions: Ref. Attachment 1A and 6.

The surface temperature shall be a minimum of 5° above
the dew point.

d. Verify applicator qualifications per 2.3.4.
e. Verify air supply acceptability per Attachment 18.
f. Mixing operation, Reference Sec. 2.3.5.

g. Verify that primer 1s applied in accordance with
Sec. 2.4,

NOTE 1: (If applicable) Coating interface - at coating
interface for finish and/or primer coat, the
existing coating shall be "feathered back" a
sufficient distance to ensure a smooth final
coating system. When inspecting coating
interface the interface of the coating or

| T »
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REVISION - | PAGE
* TEXAS UTILITIES GENERATING CO. | NUMBER | DATE | |
|
-QP-11. £ |
QI-QP-11.4-26 E lumrlsw!m" s |

TUGCO CA



- e —— e e

|

' - TEXAS UTILITIES GENERATING CO.
CPSES

|

| | 1
ST | meuson | B | e
U-gP-11.6-26 | 6 | gy 1 e e | 1of 35 |

i

2.6.3

2.6.4

systems shall be a maximum of 1% inch in
width. Within the interface area, overlapping
of any materials or systems is acceptable.

NOTE 2: When inorganic zinc is applied at an interface,

the cured inorganic zinc shall be screened or
abraded prior to application of next coat.

Primer Touch-up Repair (Primer Damage Does Not Extend to
Steel Surface

The coating inspector shall conduct the following fnspections
for primer touch-up repair operations when the damage is

within the primer coat and sandblasting to the steel

substrate is not required.

a. Verify surface is abraded lightly then wiped clean.

b. Perform inspections in Sec.(s) 2.3 (except 2.3.2) and
2.4.

¢. Visually verify acceptability of repaired area per
Sec. 2.5.

Repair of Primer by Recoating

The <coating 1inspector shall conduct the followin
inspections for primer recoating repair. Only two (2?
overcoats may be applied of inorganic zinc primer.

a. Verify that the surface has been solvent cleaned
or blown down with high air pressure. Contamination
is unacceptable and requires further cleaning.

b. ;e:fonm inspections in Sec.(s) 2.3 (except 2.3.2) and

‘€. Minor defects (mechanical damage such as -anstruction
damage or exposing substrate during surface preparation
operations, etc.) perform inspection in Sec. 2.10.2.
Refarence Attachment 7.

d. Major defects (mechanical damage such as construction
damage or exposing substrate during surfac. preparation
operations, etc.) perform inspections in Sec. 2.10.3.
Reference Attachment 7.

TUGCO CA
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2.6.5

2.6.6

2.7

2.7.1

2.7.2

207.3

2.7.4

Camplete Primer Repair (Primer Damage 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 Attachment 1A prior to
surface preparation. See Attachment 6.

b. Perform inspections (a) through (g) in Sec. 2.6.2.

In-process repairs shall be documented on the Traveler
(Attachment 4) showing their status and/or campletion,

FINISH COAT PRE-APPLICATION INSPECTIONS

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

Coating Applicator Qualifications

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

Anbient Conditions (Refer Attachment 1A and 6)

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

The maximum humidity shall be 85% for Phenoline 30S.

The surface temperature shall be a minimum of 5°F above
the dew point.

Coated Surface Acceptability

The Inspector shall visually reinspect the previously coated
surface just prior to finish coat application for evidence of
cuntamination (oil, grease, foreign matter). The defective
areas shall be removed and repaired per Sec. 2.6 as applicable

Air Supply Acceptability (Per Attachment 18)

TUGES OA
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2.7.5
2.7.5.1

2.7.5.2

2.7.5.3

2.8
2.8.1

2.8.2

2.8.3

2.8.4

2.9

Finish Coat Mixing Operations

Prior to mixing, the mixing inspector shall verify that each
canponent 1is identified by batch numbers and that the
24 month shelf life has not been exceeded.

The mixing inspector shall verify that mixing/thinning
operations are performed in accordance with Sec. 2.3.5
Thinning may be done up to two quarts of Phenoline Thinner
per gallon of Phenoline 305.

Mixing operation shall be documented on the traveler per
Sec. 2.3.5.4,

MONITORING OF SEAL OR FINISH COAT APPLICATION

The Inspector shall verify that hose length does not exceed
75 feet,

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

The inspector shall monitor to assure that no fisheyes
appear in the applied coating. If detected, the inspector
shall inform the paint foreman of their presence and that
they should be removed while coating is still wet, surface
cleaned with solvent and coating reapplied.

The inspector shall monitor the pot life in accordance with
Attachment 8.

FINISH COAT FINAL ACCEPTANCE INSPECTION

The 1inspector shall perform a fina! acceptance inspection
of each finish coated item(s) in accordance with Paragrapns
2.9.1 through 2.9.4.

NOTE 1: (If applicable) Coating interface - at coating
interface for finish and/or primer coat, the
existing coating shall be “feathered back" a
sufficient distance to ensure a smooth final
coating system. When inspecting coating interface
the interface of the systems shall be a maximum of
1% inch in width. Within the interface area,
overlapping of any materials or systems is
acceptable,
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2.9.1

2.9.2

NOTE 2: If present, the tie in interface between concrete

coatings and steel coatings shall be visually
inspected during the finish coat final acceptance
of both systems.

NOTE 3: Wwhen inorganic zinc is applied at an interface,

the cured 1inorganic zinc shall be screened or
abraded prior to application of next coat.

Finish Coat Cure

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

Curing and time to recoat for Carboline 191 and 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 50% and applied as a seal coat may be
recoated after 4 hours of cure at or above 75°F,

Visual Defects Inspection

The Inspector shall perform a visual inspection of the cured
finish coated substrate 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 mudcracking, are acceptable. Those

greater than 15.0 mils shall be repaired per Sec. 2.10.1.

b) Skips, damaged areas, holidays, voids, bubbles, and
blisters are not acceptable and shall be repaired per
Sec. 2.10, as applicable.

c) Pinholes - acceptable to the extent allowed by
Attachment 5; areas not acceptable shall be repaired
per Sec. 2.10.5.

d) Contamination - unacceptable; areas shall be repaired
per Sec. 2.10.4. Ref. Attachment 7.

Form Ne. 1
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2.9.3

e) DOry spray - unacceptable; shall be repaired per Sec.
2.10.6. A minor amount of adherent dry spray is
acceptable on the final finish coat. Ref. Attachment 7.

f) Color and gloss non-uniformity - unacceptable; shall
be repaired per Sec. 2.10.8. Ref Attachment 7.

g) Orange Peel: Moderate amount is acceptable, other
than moderate amounts to be reparied per Sec. 2.10.7.

NOTE 1: Top coated areas which have been abr:ded for varicus

reasons (runs, sags, high millage, and
contamination) and are within acceptable
procedural thickness following repairs, do
not require recoating for gloss enhancing.

=z
o
-
m
rn

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

Dry Film Thickness (DFT)

The Inspector shall perform a OFT of the cured coating
system. A calibrated 0-25 Elcometer Inspector OFT Gage
Model I[II/1E, or equivalent, shall be used. Separate spot
measurements (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. (See Note 3).

The average OFT of the total coatin s%stm shall be a
minimum of 6.0 mils and a maximum of 13.0 mils. The spot
test DFT of the total coating system shall be a minimum of
6.0 mils and a maximum o 1 mi!s.

The finish coated system shall exhibit full *“hiding"
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 gaye reading
that cannot be repeated consistently. Take an
average of these three gage readings as gne snot
measurement. :

-—— —— — —— —
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2.9.4

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
fran the unacceptable spot and spaced radially at
approximately 120 degree intervals to detemine
the extent of the unacceptable area. Dimensions
and locations of unacceptable areas and results of
additional testing shall be documented aon the
traveler/sketch, Unaccpetable areas shall be
repaired per Sec. 2.7, 2.8, and 2.9.

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

Area Sg. 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
geametrical discontinuities such as handrails,
checker plate, gratings, stairs, sway struts, etc.
shall be exempt fram OFT measurement. For pipin?,
struts, spring canisters, etc., appreciable
surface curvature will be considered as less tha
4" diameter.

Continuity Inspection

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

area shall be tested.

The applied film should contain only a minor number of
points of discontinuity. No more than two points of
discontinuity should occur within an area having a radius of
6 1inches as measured from a point of discontinuity
(pinholes). No more than 40% of the total number 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
in Attachment 5. No gross discontinuities are allowed.

Form Mo, 1
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REPAIRS OF FINISH COAT

Repairs of Runs and Sags

The QC inspector shall verify that the area is abraded until
the DFT of the total coating system is within 6.0 and 15.0
mils, and examined for mudcracking. Mudcracking, if present
shall be remived and repaired in accordance with Sec. 2.10.2

- L - Nie v .
or 2.10.3.

of Minor Defects

Verify that the damaged area is
by hand or power tool until all
particles are resoved.

Verify damaged area is solvent wiped.

Perform inspections described in Sec. 2.7
cable

as appli .

v a

Minor defects may be repaired at the -
n the repair.

inspection without later reinspection o

>
.
§

Repair of Major Defects

The QC inspector shall perform the following
repairing major defects; if damage goes to
tools shall be used in lieu of handsanding.
Verify ambient conditicns per Attachment 1A and 6.

Verify area is power tooled or spot Slasted until all
loosely adherent particles are removed.

Verify area is solvent wiped.
Perform inspections in Sec.

epair of Lontamination

he QC inspector shall verify that contamination is removed.
f contamination can be removed by abrasion without affecting

T
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2.10.5

2.10.6

2.10.7

2.10.8

the continuity of the system, recoating of the area after
removal is not required if the coating system thickness is
within procedural limits. (Reference Sec. 2.9.2 Note 1).

Repair of Pinholes and Small Discontinuities

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

b) Pinholes and small discontinuities may be repaired at
the time of final inspection without a later
reinspection of the repair. The inspections in
Sec. 2.7 and 2.8 still apply.

Repair of Dry Spray

Repair of dry spray identifiable by visual inspection
defined within this procedure shall be removed.

a) Verify all loose particles are removed.

b) Verify coating film thickness 1is still within
allowable range.

¢) If film thickness is not within allowable range perform
inspections in Sec. 2.7, 2.8 and 2.9.

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

Repair of Other Than Moderate Amounts Of Qrange Peel

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

b) Verify the affected area is refinished and perform the
fnspections delineated in Sec. 2.7, 2.8 and 2.9.

Repair of Gloss and Color Nonuniformity

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

b) Verify the affected area is recoated without exceeding
the maximum film thickness and perform inspections in
Sec. 2.7, 2.8 and 2.9.

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

form No. 1
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2.10.9

2.11
2.11.1

2.12
2.12.1

2.12.2

2.12.3

2.12.4

2.12.5

2.13

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

Documentation of In-Process Repairs

In-process repairs shall be documented on the traveler
(Attachment 4) showing their completion and/or status.

NONCONFORMANCES

Nonconforming conditions such as coating failure due to loss
of adhesion or indeterminate/unacceptable conditions wnich
cannot be repaired or corrected as per existing procedures
shall be documented on a Nonconformance Report (NCR) in
accordance with (CP-QP-16.0. The NCR number shall be
referenced on the inspection traveler, if applicable.

DOCUMENTATION (REFER TO ATTACHMENT 4)

A1l inspections required by this procedure shall be recorded
in the inspection attributes on the back of the travelers
(Attachment 4). Preparation and processing of the traveler
shall be per QI-QP-11.4-28.

When the inspections required by Sections 2.1 through 2.2
have been satisfactorily completed, Step 1 shall be signed
and dated by the inspector.

When the inspections required by Sections 2.3 through 2.7
have been satisfactorily completed, Step 2 shall be signed
and dated by the inspector.

When the inspections required by Sections 2.8 through 2.8.4
have been satisfactorily completed, Step 3 shall be signed
and dated by the inspector.

When the inspections required by Sections 2.9 through 2.10.9
have been satisfactorily completed, Step 4 shall be signed
and dated by the inspector.

SPECIAL COATINGS PROCEDURES

Special coatings procedures 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.

Form rsa. |

TUGCO Ca




PSS HERNE= S TV SERDE=T N = - o R e ol

| mstRucTION | . | e |

| REVISION | |
‘- - TEXAS UTILITIES GENERATING CO. | VUMBER | | Dbate | PAGE
. ‘QI-QP-IIJ-ZG ' 6 l MAY 18 w, 20 of 35 |
i {

3.0 CLARIFICATION
3 SHOP COATED ITEMS

3.1.1 Items removed from the building for coating at the paint
shop shall be the responsibility of the craft department.

3.1.1.1 The craft shall be resg.nsible for identifying each piece
by work package number.

3.1.1.2 The craft shall be responsible for returning and installing
the shop coated item in the same area it was removed from.

' P The shop QC Inspector shall inspect the item(s) in accordance
i with QI-QP-11.4-1 and QI-QP-11.4-5, as applicable, and
document his inspections on an Inspection Report (IR) in
accordance with those procedures,

w 3.1.2.1 In addition to the information required by 1l1.4-1 or 11.4-5,
‘ the shop inspection shall reference the work package number ,
identified on the item(s) on the Inspection Report (IR). '

| :
| 3.1.2.2 The IR, upon completion, shall be transmitted to the Paper i
| Flow Group (PFG) for inclusion in the work package. !

3.1.3 The QC Inspector (in the field) shall verify that items
| prepared/coated in the shop, which are included in the scope !

of the traveler, have the applicable inspection reports (IR) |
from the shop included in the work package and correspond
with the identification on the item(s).

3.1.4 Items which have been finaled in the shop but incur
mechanical damage during reinstallation shall be repaired |
in accordance with QI-QP-11.4-26 and documented on the |
traveler accordingly.

3.2 REPAIR OF MECHANICAL DAMAGE TO COMPLETED ITEMS

3.8.1 Areas that have been completed, inspected, accepted and
traveler package closed which incur major damage at a later
date may be repaired, inspected and documented on the
supplemental traveler Attachment 9, “Steel Protective
Coating Inspe..ion Repair Traveler". Otherwise, the minor '
areas of mechanical damage, which occur after campletion of
an area, will be repaired during the final protective
coatings walkdown. |

3.3 INACCESSIBLE/LIMTED ACCESS AREAS

If questions arise concerning inaccessible or limited access

P ———————————
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ATTACHMENTS

4.10

areas per specifications 2323-AS-31 and/or nondeleterious
embedded foreign material in the final finish coat, the
above condition(s) wili be evaluated by the Project Civil
Engineer or designee. Clarification and acceptance of the
above stated condition(s) shall be so denoted by signature
of the engineer with date and comments as required, in the
canments section of the applicable step.

Attachment 1, “Ambient Conditions"” |
Attachment 18, "Air Supply Acceptability"

Attachment 2, “"Preparation of Coating Materials"

Attachment 3, "Paint Mix Slip"

Attachment 4, "Steel Protective Coating Inspection Traveler"

Attachment 5,. "Total Number of Allowable Points of
Discontinuity"”

Attachment 6, "Environmental Log Sheet"”

Attachment 7, "Definitions"

Attachment 8, "Pot Life Reference Sheet"

Attachment 9, "Steel Protective Coating Inspection Repair !
Traveler"
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Ambient Conditions

The inspector shall detemine against the Envirommental
Sheet (Attachment 6) air temperature, surface temperature,
relative humidity and dew point of substrate structures.
A calibrated non-mercury filled dry bulb thermometer or
calibrated temperatue recorder (Bristol 4069TH or
equivalent) shall be used for air temperature
determination. A calibrated non-mercury wet btulb
thermometer or a calibrated humidity recorder (Bristol
4069TH or eguivalent) shall be wused to detemine
relative humidity. The dew point shall be determined
by the difference in dry and wet bulb temperatures
using the U.S. Oepartment of Commerce Weather Bureau
Psychometric Tables, WB No. 235. Wwhen dry bulb readings
are greater than 100°F, the dew point and relative humidity
should be detemmined using the 100°F dry buib reading.
If the dry bulb thermometer exceeds 100°F, the instrument
shall be returned to the calibration lab for recalibration.
The surface temperature shall be determined by placing
a calibrated surface temperature themometer (Omega-
Amprobe fast temp. range of 10°-250°F) in contact with
the substrate surface until the temperature reading
| stabilizes.

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

Normal conditions of ambient and surface temperature
for application of primer shall be as follows:

Ambient Temp. (°F) Surface Temp. (°F)
Dimetcote 6 40-120 40-130
Carbo Zinc 11 40-95 40-110
Carboline 191 50-120 50-120
Phenoline 305 50-120 50-120

Inor?nnic zinc primer may be applied within an ambient range
of 0°F to 130°F and surface temperature range .. 0°F to 200°F.

Humidity values may vary fram 0% to 95% for inorganic
primers; however, primers shall not be applied to a wet or
damp surface,

TUGCO OA
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ATTACHMENT 1A (Cont.)

Minimum and maximum values of relative humidity for
Phenoline 305 and Carboline 191 shall be 0% to 85%.

Form No. 1
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ATTACHMENT 18

Air Supply Acceptability

An inspector shall inspect the air supply system of blast
and spray equipment for suitable filters/traps/separators
and that they are left cracked open. The effectiveness of
these items shall be verified by exposing a piece of white
cloth to the air cutlet for approximately 230 seconds. The
white cloth shall be examined for evidence of contamination
(0i1, water, foreign matter, etc.). No evidence of
contamination is acceptable.
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PREPARATION OF COATING MATERIALS

Primer - The primer, Carbo Zinc 11, is packaged in a two ,
component kit consisting of a base and a zinc filler. First
the base shall be thorough’, mixed. Zinc filler shall then
be added under constant agitation and mixed until free of ;
lumps. Partial mixes shall be mixed by weight in a |
proportion of 10 parts base to 22 parts zinc filler using

a suitable scale to achieve a plus or minus 2 percent

! accuracy. The mixture shall then be strained through a

! 30-mesh screen,

Viscosity shall be controlled by adding thinner, as required,
but shal' not exceed two quarts of thinner per gallon of
Carbo Zinz 11.

Primer - The primer, Dimetcote 6, is packaged in a two ,
component kit consisting of a base and zinc filler. The
base shall be thoroughly mixed first. Zinc filler shall
then be added under constant agitation and mixed until free
of lumps. Partial mixes shall be mixed by wei?ht in a
proportion of 6.4 parts base to 15 parts zinc filler using
a suitable scale to achieve a plus or minus 2 percent
accuracy. The mixture shall then be strained through a
30-mesh screen, Viscosity shall be controlled by adding
thinner as required up to the maximum of 2 quarts of thinner ‘
per gallon of Dimetcote 6. Primer coat shall be reddish

gray.

Primer - Tne primer, Carboline 191, is packaged in a two
component kit consisting of Carboline 191 base, Part A, and
a catalyst, Part B. Mixes are made by combining and
thoroughly mixing the base and catalyst. Partial mixes may
be made by cambining, in a ration by volume, two parts base
to one part catalyst. Viscosity shall be controlled by
adding thinner as required, but shall not exceed two quarts
of thinner per gallon of Carbeline 191.

Finish Coat - The finish coat, Phenoline 305, is packaged in ;
| a two component kit consisting of Fhenoline 305 base, Part A, ,
| and a Phenoline catalyst, Part B. Mixes are made by -
combining and thoroughly mixing the base and catalyst.
Partial mixes may be made by combining, in a ration by
volume, four parts base to one part catalyst. Viscosity :
shall be controlled by adding thinner as required, but i
shall not exceed two quarts of thinner per gallon of

Phenol ine 305.

TUGCO OA

Form Neo. 1



——— . - ————— e

* TEXAS UTILITIES GENERATING CO. e
CPSES

' INSTRUCTION

I | |
| ISSUE
| NUMBER : REVISICN f DATE i PAC !
’01-09-11:4-26 6 ' i

ATTACHMENT 3

PAINT MIXx SLI? deport No. =
8idg.
DATE POT LIFE SHIFT TIME
MIX NUBMER ELEVATION
MATER AL GAL. MIXED
SHELF LIFE ACCEPATBLE: YES NO MATE ¢'S
QATE & TIME MIYED 8ASE
CURING AGENT FILLER THINNER
ACCEPTED Y

DATE POT LIFE SHIFT TIME
MIX NUMBER - ELEVATION

MATERIAL GAL. MIXED

SHELF LIFE ACCEPTABLE: YES___ NO___ MATE #'S

DATE & TIME MIXED BASE

CURING AGEN™ FILLER THINNER

ACCEPTED 8Y

OATE POT LIFE SHIFT TIME
MIX NUMBER ELEVATION
MATERIAL GAL. MIX£D
SHELF LIFE ACCEPTABLE: ves___m MATE 'S
DATE & TIME MIXED BASE
CURING AGENT FILLER THINNER
ACCEPTED BY
QC REVIEW & ACCEPTANCE
signature date
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ATTACHMENT 4
STETL PROTECTIVE COATING INSPECTION TRAVELER f
WORK PXG. % PCI TRAVELER 2 |
ELEVAYION: ITEM 8 / CESCRIPTION '
m—
PREPARED BY: . DATE | ;
STEP SURFACE PSEPARATION INSPECTED AND FOUND ACCEPTABLE |
PER QI-CPL4-28 AND RELEASED FOR PRIMER APPLUCATION.
J INSPECTCR oATE ’
COMMENTS
|
STEP PRIMER APPLICATICN INSPECTED AND FOUND ACCEPTABLE
PER QI=CP i1L.4=26 AND RELEASED FOR FNISK COAT APPLCATION,
INSPECTOR DATE
2
COMMENTS
|
STEP FINISH COAT APPLICATION INSPESTED AND FOUND ACCEPTASLE -~
PER QL=GPIL4~28
3 INSPECTOR DATE
COMMENTS
STEP FINISH COAT INSPECTED FOR FINAL ACCEPTANCE AND FOUND |
ACCEPTABLE PER GI-GPIL4=2 ;
a NSPESTOR DATE ;
COMMENTS
|
!
STEP COMPLETION OF INSPECTION TRAVELER VERIFIED, '
2¢ REVIEW DATE k
s COMMENTS !
i
1) DOCUMENT INSPECTION ATTRISUTES ON ATTACHED SUPPORTING
N DOCUMENTATION SHEET(S) e |
0 2) DOCUMENT REPAIRS AND ATTRIBUTES, |F REGUIRED,CON ATTACHED |
T SUPPORTING OOCUMENTATION SHEET(S) :
E 3) FOR ENVIRONMENTAL CONDITIONS REFERENCE THE |
s ENVIRONKENTAL LOG.
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TOTAL NUMBER OF ALLOWABLE POINTS OF DISCONTINUITY

SURFACE AREA ~ COND. "C"

BEING COATED COMMERCIAL LY
(5. 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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ATTACHMEN" 7
DEFINITIONS

Color and Gloss Nonuniformity: 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 performance of the applied
coating.

Ory Sgraz: A dry powdery primer or finish coat readily removed by
ight sanding with either sandpaper or a wire screen. A minor

amount of adherent dry spray is 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
prece%ing coat is not readily visible with an unaided eye.

Holiday: A pinhole, skip, discontinuity or void in coating film.

Major Defect: Major defects are defined as an area, either circular
or near, in which a " diameter circle can be completely

inscribed at some point or along the entire length, and/or a
damaged area which is greater than %" in width and exceeds 4
square inches in area.

Minor Uefect: Major defects are defined as an area, either circular
or linear, in which a X" diameter circle could not be completely
inscribed at any point or along the entire length, and/or a
damaged area which is greater than 15" in width and but not to
exceed 4 square finches 1n area either of which may extend to
substrate.

Monitor: Conformance verification by physically observing a task being

performed on a periodic or random basis.

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

Ne. i
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substrate,

ATTACHMENT 7 (Cont.)

DEFINITIONS

Verify: Confirmm or make certain.

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

Pinholes: Minor discontinuities in coating which exposes primer or

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

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




POT LIFE REFERENCE SHEET

Normal Pot Life - CZ 11
‘8 Hours Pot Life

8. - 3
Y &
PLL S
lnnj.
|
ow ;a" 7’}; ““w..;la". VISR AR ‘A:}’; 4{;53;,

Pot life stated above for unthinned coatings are the recommended
times and should be utilized as a guideline for coatings uszge tie,
however, actural pot life may be langer. For unthinned coatings or
coatings thinned 50% or less, acutal pot life is determined by
applicability of the coating.

- ——————— o -

POT LIFE - DIMETCOTE 6

Pot life for Dimetcote 6, thinned or unthinned, shall be 24 hours
regardless of temperatures.

POT LIFE PHENOLINE 305 & CARBOLINE 191

TEMPERATURE (°F) UNTHINNED THINNED 50%

- rs. rS.
55-59 7 hrs. 24 hrs.
60-64 4k hrs. 24 hrs.
65-69 3% hrs. 24 hrs.
70-74 2 hrs. 24 hrs.
75-79 13 hrs. 24 hrs.
80-84 1% hrs. 24 hrs.
85-89 13 hrs. 24 hrs.
90-95 1 hrs. 24 hrs.

Pot 1ife stated above for unthinned coatings are the recommended

times and should be utilized as a guideline for coating usage time,
however, actual pot 1ife 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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TTACHMENT 9

STEEL PROTECTIVE COATING INSPECTION REPMAIR TRAVELER

PPLEVENTAL TO
WCRX PYG. 48 i‘éx Thav =

CLIVAT G ITEM 33 / CESCRIPTION
REF Swal.

PREPARED AY: SATE ST or

STEP SURFACE PREPARATIN NEPESTED AND FOUND ACZZA™acLS
PER U-CPiLe-23 AND RELEASID FOR PRUMER APPLCATION.

NSPECTCA CaATE

CoMNENTS

PRIMER APPLUCATICN INSPESTED AND FOUND ACSIPTARLE
PER Q~CP iL4=28S AND ALLEZASED FCR FIMSH CSAT APPLCATICN.

NEPLITUR CATR

COMMENTS

FINISH AT APPUCATION INSPECTEDS A0 FOUND ASZZPTASLE
PER U~-CPIL4-2s

INSPETTTA = 4

FINISH CCAT NSPECTED FUR FINAL ASSSPTANCT AND FOUND
ACTEPTIRLE PER CI-CPILe=38

NSPETTTAR

COMMENTS

L2

CCMMLEITION OF MSPECTICON TRAVELER VEAIFIED
2C REVIEW SaTE

CMMENTY

COCNENT INIFEITION ATTRISUTIS CH ATTASED SUPSCA™LIG
SCUMENTATIEN SAfETIY)

COCUMENT RESAIRS 240 ATTRISUTIE (F SE2UIRES 2y AT ioues

- o

SUPOCATING SCLMENTATISN ShESTS)
FCR ENVIRCNUENTAL 2SoNCITICNS REFEAENCE THE
ENVIRCNMENTAL L36G
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RELATIVE TO ALLEGATION NO.

Provide procedure and records for training of inspectors

nickel test. Include details and dates of demonstrations

manufacturer's representative,

certifi ion of QC Inspectors in func ns
such a test. The nic

~r

steel substrate,




August 10, 1984

ACTIVE INSPECTORS CERTIFIED TO QI-QP-11.4-1/11.4-5 OR Q1-QP-11.4-26

David Ambrose-QI-0P-11.4-1/11.4.5
Joe M, Austin-QI-NP-11.8.28

Lee A. Chandler-QI-QP-11.4-26

Gary S. Corrigan-QI-QP-11,4-1/11.4.5
Eric Curry-QI-QP-11.4-26

Cindy Dittmar-QI-QP-11.4-1/11.4-5
Michelle Dubay-QI-QP-11.4-1/11.4.5
Cliff Eichelberger-QI-QP-11.4-26

Jim Emerson-QI-QP-11,4-1/11.4-5
David Ethridge-QI-QP-11.4-1/11.8-5
David Finn-QI-NP-11.4-1/11.4-5

T.H. Finn-QI-QP-11.4-1/11.4.5
Michael Fraley-0I-NP.11.4.1/11.4-5
Gene Johnson-Ql-QP-11,4-1/11.4-5
Marian Kiernan-QI-NP-11.8-26

Larry Lamb-NI-QP-11.4-1/11.3-5
Ronnie P. Lauranoff-QI-QP-11.4-1/11.4.5
Paul Leyendecker-QI-0P-11.8-2¢

Jim Micke!-QI-QP-11.4-1/11.8-5

Tom Miller-QI-NP-11.4-1/11.4-5

Jorge Paniski-QI-70.11,.4.1/11.4.5
Curtis Patterson-Ql-QP-11.4-1/11,4.5
Oralia Pena-QI-QP-11.4-1/11.4.5

John Perlaki-QI-QP-11.4-1/11.4-5
Juan Ponce-NI-NP-11.4-1/11.4-5

Loren Scott-NI-0P-11.4-1/11.4.5
Thomas Self-QI-0QP-11.4-1/11.4-5
Monte Stephens-QI-QP-11.4-26

Frank Stonger-QI-QP-11.8-26

Michael Stonitsch-QI-QP-11.4-1/11.8-5
James K. Uehlein-Ql-QP-11.4-1/11.4.5
Joy Underwood-QI-QP-11,4-1/11.4-5
Michael Vail-Ql-Q°-11.4-26

Terry Webb-N1-QP-11.4.26

J.M. Wren-NI-QP-11.4-26

Gary Yando-QI-QP-11.4-1/11.4-5




R (. C.

QUALITY CONTROL TECHNICAL TRAINING OUTLINE

QC PROTECTIVE COATING

STEEL COATING [NSPECTORS

QI-QP-11.4-1, 11.4-5)

NMELavio AmBRose DATE COMMENCED: 2-/6-¥'3

A. Completed Steps 1, 4, 5, 6, 7, 8, 10, 11, 13, 16, 17, 20, 2] & 22 of
the Protective Coating General Technical Qu

QC Supervisor/Date

C. Demonstrate proficiency in performing inspectfon.

oat

(:. D. Demonstrate proficiency in completing the in

E. Attend Formal Training sessfon for this activity.

Aol Sribbn— Z2-/i-3

Tnstructor/Date

)

F. Examination completed.

SCORE: =&

comms:_m

TRAINING COMPLETED: ? 4
oat pervisor/late




( QI-QP-11.4-26

NWME  Jee 27 Surien

AOAMDI CTED CTEDC Y £ z

7. 8. 10. 11, 13, 14, 16,
20, 21, 22 AND 23 OF THE
PROT | COATING GENERAL

TECHNICAL QUTLINE.

DEMONSTRATE PROFICIENCY IN
PERFORMING INPSECTION.

DEH”NS 9"' PDOFICI NCY IN

uHECKLIJ \S)

ATTEND FORMAL TRAINING
SESSION FOR THIS ACTIVITY.

EXAMINATION COMPLETED.
SCORE : 7 o2

COMMENTS :

DATE COMMENCED: [ -3-8¢

4L///4¢4ﬁ:gz V74

A YIS

L~~u A\-':- UK vn‘_

A S ¥ 2
/);¢( ‘,, ‘/}'

COATINGOC SUPERV ISOR DATE

’:Z¢<f’ / fz
COATINu \QC SbPERVISOR DATE /

/-30-%

LEAD INSPECTOR DATE

TNSTRU""

<l L

IC SUPERVISOR

TRAINING COMPELTED:




C C

QUALITY CONTROL TECHNICAL TRAINING OQUTLINE
QC PROTECTIVE COATING
STEE' COATING INSPECTORS
( QI-QP-11.4-26 )

i d @/ JM/ DATE COMMENCED: 27585

A. COMPLETED STEPS 1, 4. 5, 6.
7, 8, 10. 11, 3 14, 16, 17, 18,
20, 21, 22 AND 23 OF THE
PROTECTIVE COATING GENERAL

TECHNICAL OUTLINE. odidaer T-1%-¥4

LEADF INSPECTOR DATE

B. PERFORM A MINIMUM OF 40

77
HOURS “ON THE JOB" TRAIN- v //,/
ING IN THIS ACTIVITY. /ﬂéé Fr
~ NG QU SUPERVISOR DA
C. DEMONSTRATE PROFICIENCY IN .
PERFORMING INPSECTION. m /d
UPERVISOR DATE

D. DEMONSTRATE PROFICIENCY IN
COMPELTING THE INSPECTION
CHECKLIST(S).

E. ATTEND FORMAL TRAINING
SESSION FOR THIS ACTIVITY.

INSTRUCTOR DATE

F. EXAMINATION COMPLETED. 4

SCORE: __87.6%
N UPERVISO

COMMEN 3

TRAINING COMPELTED: HT—Q‘W Y2 o
“COATTNG QC SUPERVIS ~* - BATE




LIRY TN AYAYTT TECHNIC2 —— .~
Paald 1Y ONTROL TECHNICAL RALNID X UTL.
:(:' h:]"":“:':“vw-v 3, ..7\‘-\

STEEL COATING INSPFRIMRS

QI-QP-11.4-1,11.4-5,11.4-8,11.4-9,11.4-17, 11.4-20,11_4-22

NAME éﬁ/{(/ 3, [’a‘n/’/@/u/ DATE CoENCED: /- 7093

-

m

YMLT BTED STEDS
COMrFLETED STEPS

TECHNICAL OUTLIVE | Vo 7-27-85
L1%.56,7, 8, /0, //, /3 /,/7 EAD  INSPECTOL
:7‘/ Z// ;’ZZ.

PERFORM A MINIMM OF 40
1“ RS 'O ™E JOR" TRAT
aye P iy ——

ING 1 Tt Ho Li

DEMNSTRATE PROFICTIENCY
PERFORMING INSPECTION.

CEMONSTRATE PROFICIENCY IN
f)mv [v-v\r- rv‘-v— neD io 8

CHECKLIST(S) . o /uq/x&/f«A—/ 5’5-‘(5

LEAD INSPECTOR

\
J ) RMAL TRAINING 7/

s i — 2. 2% x
SESSION PP THIS ACTIVITY. — A

INSTRUCTOR DATE

EXAMINATION COMPLETED.

SCORE: &g %




QUALITY CONTROL TECHNICAL TRAINING OUTLINE

QC PROTECTIVE COATING
STEEL COATING INSPECTORS
( QI-QP-11.4-26 )

NAME é'ﬂc 4“4-4/,4 DATE COMMENCED: 7-/9 -84

A. COMPLETED STEPS I "%, 6.
7, 8, 10, 11, }s214, 16, 17, 18,
20, 21, 22 AND 23 QF THE
3 PROTECTIVE COATING GENERAI
TECHNICAL OUTLINE. -/9-54

8. PERFORM A MINIMUM OF 40
HOURS "ON THE JOB" TRAIN-
ING IN THIS ACTIVITY. W/ /474 s
TNG 1C SUPERVISOR DA
C. DEMONSTRATE PROFICIENCY IN :
PERFORMING INPSECTION. 79/ 8¢

N UPERVISOR DA

0. DEMONSTRATE PROFICIENCY IN
COMPELTING THE INSPECTION

CHECKLIST(S). e 11962
DATE
E. ATTEND FORMAL TRAINING »
SESSION FOR THIS ACTIVITY. 7-19
TNSTRUCTOR DATE
F. EXAMINATION COMPLETED.
SCORE: _ 8¢, & /7/’/
OATIN PERVISOR DAT

COMMENTS :

TRAINING COMPELTED: . }5ﬂgézf25"
AIXP‘G v K‘c’XSOR ZD E




— . - ® . - - —
. - — - - — R p——— " ——— — —— . - — A — - — e

c T

QUALITY CONTROL TECHNICAL TRAINING CUTLINE

QC PROTECTIVE COATING

STEEL COATING INSPFCTORS

( QI-QP-11.4-1,11.4-5,11.4-8,11.4-9,11.4~17,11 ,4-20,11,4-22 )

NAME YN TRAL N DITMER  pATE coENCED: Q\‘és\'ﬁb

A. COOMPLETED STEPS A,D,E,F,G,H,
J,K,M,P,0,S,T,U,&V OF THE
PROTECTIVE COATING GEXNIFAL
TECHNICAL OUTLINE

B. PERFORM A MINDMM OF 40
HOURS "ON THE JOB" TRAIN_

ING IN THIS ACTIVITY. << §§r7\/\/-——— \OM\%é‘\

COATING QC SUPERVISOP CATE

C. DEMNSTRATE PROFICIENCY IN
PERFORMING INSPECTION. A I2D
' SOPERVISOR

D. DEMONSTRATE PROFICIENCY IN

COMPLETING THE INSPECTION
CHECKLIST(S) . [6-1%
DATE

E. ATTEND mr:z;m TRAINING ) e
SESSION F®R THIS ACTIVITY. %ﬂ%/\——— \ !! gg\ %3
F. ggjanw - . %‘ﬂ’ R ‘o"

INSH 6




—
(h-.-

QUALTTY CONTROL TECHNICAL TRAINING QUTLI!:

QC PROTECTIVE COATING

STFLL COATTNC

{ QI-OP-11.4-1,11.4-

WM&M/_

INSPH YT RS

5,11.4-8,11,4-9,11.4-17 /11 ,4-9n,11 4-22 !

CATE OOMMENCED: /2-/2-83

A. COMPLETED STEPS 1, 4, 5, 6,
7, 8, 10, 11, 13, 16, 17,
19, 20. 21. AND 22 QF THE
PROTECTIVE COATING GENERAL gf@(&&a«ﬁ—/ /Z/zb
TECHNICAL OUTLINE. [FAD INSPICTIOR PATT
. PERFORM A MINIMUM OF 40
HOUPS "ON THE JOB" TPAIN
ING IN THIS ACTTVITY. £t ’% (=4
CCATING (C SUPEIVINP  DATE
C. DBWNSTRATE PROFICIENCY TN P
PERFORMING TNSPHCTION. o 12-29E
COATING OC SUPLRVISOR  DATE
D. CEMONSTRATE PROFICIRNCY IN
COMPLETING THE INGPECTION
CHECKLIST!(S) . /2S5
LEAD TNSP DATE
E. ATTEND FORMAL TRAINING
SESSION MP THIS ACTIVITY.
F. EXAMINATION COMPLETED.
mm: ?/% w 11-7,“3.3
COMMENIS :

2-29-43

i
TRAINING COMPLETED: %/% AP :
m w . shRkd

. b b o




NAME 0/ 22 Ecéﬁlﬁffgt:d

A.

G&

€

QUALITY CONTROL TECHNICAL TRAINING OUTLINE

QC PROTECTIVE COATING

STEEL COATING INSPECTORS

( QI-QP-11.4-26 )

COMPLETED STEPS 1, 4. 5, 6

7, 8, 10. 11, 13, 14, 16, 17, 18,

20, 21, 22 AND 23 OF THE
PROTECTIVE COATING GENERAL
TECHNICAL OUTLINE.

DATE COMMENCED: 4.~ g2

B. PERFORM A MINIMUM OF 40
HOURS “ON THE JOB" TRAIN- 44
ING IN THIS ACTIVITY. ; 4
N UPERVISOR DA
C. DEMONSTRATE PROFICIENCY IN
PERFORMING INPSECTION. WM
ATTRG q RVISCR DA
D. DEMONSTRATE PROFICIENCY IN
COMPELTING THE INSPECTION
CHECKLIST(S).
E. ATTEND FORMAL TRAINING
SESSION FOR THIS ACTIVITY. (- §-5Y
NSTRUCTOR DATE
F. EXAMINATION COMP'ETED.
SCORE:___ 4.3.5°% & Féf
N UPERVISOR DATE, 7/
COMMENTS :
- e ps) P
TRAINING COMPELTED: T~




E=

Nt

.

QUALITY CONTPOL THLHNICAL TRAINING QUTLIME

QC PROTECTIVE OWTIHG:

STFIT. CONTIN

( QI-OP-11.4~1,11.4-5,11.4-K,

e 1] EMEESDA/

TNSIY "1y Wec

11.4-9,11.4~1 ,11.4-20,11 4-22 )

PATE COMMENCED: ) 2-Z0-83

A. COMPLETED STEPS 1, 4, 5, 6,
7, 8, 10, 11, 13, 16, 17,
19. 20. 21. AND 22 OF THE
PROTECTIVE 7NATING GENERA! %QZ Z &Zé—v [2-27-83
TECHNICAL OUTLINE. [FAD INSPICTOP DATE
I PERFORM A MINIMUM OF 40
HOURS "ON THE JOB" TPAIN
INC IN THIS ACTIVITY. %/u% /;A%.B
COATING (C SUPEIVISOP PATE
C. DEMNSTRATE PROFICIENCY TN
PERFORMING INSPECTION. = I/ p 3
COATTNG OC SUPLRviSOR
D. CEMONSTRATE PROFICIRNCY N
COMPLETING THE INSPECTION A .
CHECKLIST(S) . 2 7- P73
r‘jrﬂm%m% DATE
F. ATTEND FOPMAL TRAINING o b
SESSION FO® THIS ACTIVITY. At bl S Zd— /B 27-73
TNSTRUCTOR
EXAMINATION COMPLETED.
SCORE: /’é/a% /2-28-&3
COATING QC SUPERVI
COMMENS::

TRAINING COMPLETED

g |

r\
¥
S
*



&

L C- QUALITY CONTROL TRCHNICAL TRAINING 1

€=

JTLIMNE

( QI-0P-11.4-1,11.4~

W LRYID ETHRIDOE

A. COMPLETED STEPS 1,
Is 85 30, 11, 13, 16, 137,
19, 20. 21. AND 22 OF THE
PROTECTIVE COATING GENERAL
TECHNICAL OUTLINE.

PERFOPM A MINIMUM OF 40
HOURS "ON THE JCB" TRAIN

\‘ v\ -v-v"'"—r‘
v THIS ! VITY.

~. DBEMNSTRATE PROFICIENCY IN
( PERFORMING INSPRCTION.

0. CBVMONSTRATE PROFICIEXCY IN
COMPLETING THE INSPECTION
CHECKLIST(S) .

FE. ATTEND FORMAL TRAINING
SESSION FNP THIS ACTIVITY.

F. EXAMINATION CO‘!PéEI'ED
SCORE: 4’3’:5'4/2>

STELL COATING

5,11.4-8,11.4-9,11.4-1"

4, 5, 6,

QC PROTECTIVE QMATING

INSPEY *IRe

,11.4-20,11 4-22 )

DATE COMMENCED: _ /2-/2 83

St Byt~ /2283

LFAD INSPRCTOR

28

223

\
COATING OC SPERVISOP  DATE i
|

P /24263
DATE |

COATING OC SUPERVISOR

St t %(‘@ . 1Z2/12p3
LFAD INSPECTO BATE

Y L

- .-



—

L9

G

QUALITY CONTROL THCHNICAL TRAINING QUTLIML

QC PROTECTIVE QWTIMNG

STFLL COATING INSPHTYIRS

( QI-OP-11.4-1,11.4-5,11.4-8,11.4-9,1].4~1" 1) 4-2n,01 4-22 )

st S X0 Freold DATE CCMMENCED: /2-/2-43
A. COMPLETED STEPS 1, 4, S, 6,
7, 8, 10, 11, 13, 16, 17,
19. 20. 21. AND 22 OF THE
PROTECTIVE COATING GE ~PAL J A-é—z/&/l L
TECHNICAL OUTLINE. LFAD INSPICIOR
PERFOPM A MINIMUM OF 40
HOURS "ON THE JOB" TRAIN_
ING TS THIS ACTIVITY. WQ@ E{ #/27/¢3
BOATING OC SUPEIVISOP  'DATE
~. DEWANSTRATE PROFICIENCY IN
PERFORMING INSPECTION. M %Ué;
TOATING (C SUPLRVISOR
D. CEMONSTRATE PROFICIEMCY IN
COMPLETING THE TNSPECTION
CHECKLIST(S) . MMJ ;—/Z £
LFAD mspma
F. ATTEND FORMAL TRAINING
SESSION F® THIS ACTIVITY. M W / Z’/"/’
INSTRUCTOR DATE
F. EXAMINATION COMPLETED.
score: __ /.S % —
COMENTS:

LR . “

ol e o



-

QUALITY CONTROL TECHNICAL TRAINING QUTLIE

QC PROTECTIVE COATING

STEEL COATING INSPECTNRS

( QI-QP-11.4-1,11.4-5,11.4~8,11.4-9,11.4-17,11 4-20,11.4-23 )

F 4

e T4 Erur DATE m:j/‘//FZ
A. COMPLETED STEPS A,D,E,F,G.H,

J,K,M,P,Q,S,T,U,&V OF THE

PROTECTIVE COATING GENERAL F -

TECHNICAL OUTLINE. f §

DATE

B. PERFORM A MINIMM CF 40

HOURS "ON THE JOB" TRADN whiveD, 78T #ie

ING IN THIS ACTIVITY. B

FPERVISCOP TE

C. DEMONSTRATE PROFICIENCY IN

PERFORMING INSPECTION. 7
D. DEMONSTRATE PROFICTENCY IN

COMPLETING THE INSPECTION ‘*ﬁ . ~

CHECKLIST(S) . 44(/ é’la‘/“ S/
E. ATTEND FORAL TRAINING

SESSION FOR THIS ACTIVITY.
F. m?camm

SCORE: (4
COMMENTS :

TRADNDNG COMPLETED:




QUZ LITY QONTROL THCHNICA

CEMONCTRATE PROFICIEMCY IN

),.--wv‘-‘- T TVCDEYYITT /A

L = R

ATTEND FORMAL TRAINING

SESSION PP THIS

EXAMINATION COMFLETED.
SCORE:  Ge, et ra-rv 43
COATING (C SUPFRVISOR — DATE

OOMMEN'S:: »‘%l
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. e

QUALITY CONTROL TECHNICAL TRAINING QUTLINE

QC_PROTECTIVE COATDNG

STEEL COATING INSPFCTNRS

( QI-QP-11.4-1,11.4-5,11.4-8,11.4-9,11.4-17,11 4-2n,11,4-32 )

MECSENE. N WSeS  DATE coenceD: Q!I() o)

A. COMPLETED STEPS A,D,E,F,G,H,
J,K,M,P,0,5,T,U,sV OF THE |

PROTECTIVE COATING GENFRAL r g
TECHNICAL OUTLINE. D-~(5-823
IF DATE

B. PERFORM A MINIMM OF 40

HOURS "ON THE JOB" TRATN
™G IN THIS ACTTVITY, W\O\&lgi
=

TING QC SUPERVISOP

C. DEWANSTRATE PROFICIENCY IN
PERFORMING INSPECTION. DA —— VB’
SUPERVISOR TE

D. DEMONSTRATE PROFICIENCY IN
COMPLETING THE INSPECTION
CHECKLIST(S) . x l0-16-83

[EAD INSP DATE

SESSION Fr'> TWIS ACTIVITY. I\&\3D
R

-~




.

o

QUALITY CONTROL TECHNICAL TRAINING QUTLINE
QC PROTECTIVE COATING
STEEL COATING INSPECTORS
( QI-QP-11.4-26 )

NAME Mgn‘m,, K_\fﬂaan DATE COMMENCED: "7 -//-S'Y

A. COMPLETED STEPS 1, 4. S, 6.
7, 8, 10. 11, 12, 14, 16, 17, 18,
20, 21, 22 AND 23 OF THE
PROTECTIVE COATING GENERAL
TECHNICAL OUTLINE.

B. PERFORM A MINIMUM OF 40
HOURS “ON THE JOB" TRAIN-
ING IN THIS ACTIVITY.

C. DEMONSTRATE PROFICIENCY IN

PERFORMING INPSECTION. 7#
UPERVISOR DATE

D. DEMONSTRATE PROFICIENCY IN
COMPELTING THE INSPECTION
CHECKLIST(S). T-1-§

5

E. ATTEND FORMAL TRAINING X
SESSION FOR THIS ACTIVITY. 3

TRU DATE
F. EXAMINATION COMPLETED.
SCORE : A 7

- 7. O 7

COMMENTS :

o 2
TRAINING conmrzo:WW %/ ;Z/
NG OC SUPERVISOR 7 70AT




(s

AT TN Yy T - T
QUALITY CONTROL TECHNICAL

r DROYTEY T TVT
QC PROTECTIVE

we Lopey lamB o cwecd: [(2/283

A. COMPLETED STEPS 1, 4, 5, 6,

»
1 - ' 9

AV 4dy A9y AUy A7,

19, 20. 21. AND 22 OF THE &

PROTECTIVE COATING GENERAL L/W 4ZZ;. 12-13-73

ECMHEN T | 1 1A INSDIYTY
EL YiUARL JILINT . LN

e B, e Ui Al
DEMNSTRATE PROFICIENCY IN
NERFORM I N TNCDEY T T

- N LiwO L

PEMONSTRATE PROFICIEXCY IN

ARATIT TYRTAYT TRIT TR IOTImYeTTY
JMPLETING THE INOPE
155 T TCTI(S

gt el N LW B N

A E

- b

END FORMAL TRAINING . ’
SESSION FOP THIS ACTIVITY. S St L 12-]2-F3
TNCITE X - g ' >;-‘".__R{‘Av_—‘.

EXAMINATION COMPLETED. /
SCORE : F2.0%4, 77 @ 127347

COATING QC SUPERVISOR DATE

COMMEN'S:: A//é

7

7363 .




QUALITY CONTROL THCHN

DEM MNSTRATE PROFIC
PERFORMING INSPECT

DEMONSTRATE PROFICIENCY IN
COMPLETING THE INSPECTTON

~ YT T
LSEANLI S D

ATTEND FORMAL TRATNING
TTEND FORMAL TRAININ

AUIAO AL AVA]

CPCCTAA! IYD TUTC AL TU T,
wEOIAAN |

EXAMINATION COMPLETED.
3_"?9,,: ??0/0 M

UALL

COATING (C SUPERVISOR

faa
3
/ @
M -

LS A L




OUALITY CONTROL TECHNICAL TRAINING OUTLINE
QC PROTECTIVE COATING
STEEL COATING INSPECTORS
( QI-QP-11.4-26 )

S ———— - —

NAME _LE @) 2 DATE COMMENCED: /-2 S-&Y

A. COMPLETED STEPS 1. 4. 5. 6.
7, 8, 10, 11, 13, 14, 16, 17, 18,
20, 21, 22 AND 23 OF THE

PROTECTIVE COATING GENERAL | .
TECHNICAL OUTLINE. %éééz( folle I 258Y
TEAD INSPECTOR DATE

8. PERFORM A MINIMUM OF 40
HOURS "ON THE JOB" TRAIN- /
ING IN THIS ACTIVITY, ‘;k;,

C. DEMONSTRATE PROFICIENCY IN ,
PERFORMING INPSECTION. Y2¢/5#
QC SUPERVISOR /CAT

D. DEMONSTRATE PROFICIENCY IN

COMPELTING THE INSPECTION :
—— e CHEGKL ST L-25-8Y
E. ATTEND FORMAL TRAINING . : "
SESSION FOR THIS ACTIVITY. r;ﬂ_ca# > [-25PF
NSTRUCTOR “DATE
F. EXAMINATION COMPLETED. _
SCORE: 9 2.9 7F
QC SUPERVISOR
COMMENTS :
TRAINING COMPELTED: £ Z
NG Q RVISOR )



X

QUALITY CONTROL TECHNTCAL TRAINING QUTLI'E

QC_PROTFCTIVE QWTTHG

STELL COATING INSPHTINIAC

( OI-OP-11.4-1,11.4-5,11.4-8,11.4-9,11.4-1",1] 4-70,11,.4-22 )

NAME ! Hl“ﬁl- DATE CCMMENCED: IZ-OZ-E

A. COMPLETED STEPS 1, 4, 5, 6,
7, 8, 10, 11, 13, 16, 17,

19, 20. 21. AND 22 OF THE , )
PROTECTIVE COATING GENERAL M&m

TECHNICAL OUTLINE, LFAD INSPRCTOR

DERE",Q". ;\ ;“Z\L"TL"' :[ (‘0
HOURS "ON THE JOB" TRAIN
ING IN THIS ACTIVITY. P77

42 ./2- ia
DATF

(A2 E

COATING OC SUPERVISOP DATE

. DEWMNSTPATE PROFICIENCY IN
PERFORMING ‘INSPECTION. émé e3
TING (C SUPERVISOR  DATE

D. CBEMONSTRATE PROFICIENCY IN
COMPLETING THE INSPECTION

CHECKLIST(S) . %_ (2-/2-f3
LEAD 3 BATE
42 ¥
E. ATTEND FORMAL TRATNING £ 5
SESSION FOP THIS ACTIVITY. sovt
oR
wd /12(2-¢3
F. EXAMINATION COMPLETED.
SOORE:_89 596 (2273
QOMMENIS :
TRAINDNG COWPLETED: __ #2Z4 % . i
. Yip C Ao




o ————

MIQM\_M\LL‘EQ

COMPLETID STEPS A,D,E,F,G,H,

A.

@

QUALITY CONTROL TECHNICAL TRAINING QUTLIME

QC_PROTECTIVE COATING

STEEL COATING INSPROMRS

( QI-QP-11.4-1,11.4-5,11.4-8,11.4-9,11.4-17,11 .4-20,11 423 )

J,K,M,P,Q,S,T,U,&V OF THE
PROTECTIVE COATING GENFRAL
TECHNICAL OUTLINE.

PERFORM A MINIMM OF 40
HOURS "ON THE JOB" TRAIN
ING IN THIS ACTIVITY.

DEMONSTRATE PROFICIENCY IN
PERFORMING INSPECTION.

PEMONSTRATE PROFICIENCY IN
COMPLETING THE INSPECTION
CHECKLIST(S) .

ATTEND FORMAL TRAINING
SESSION FOR THIS ACTIVITY.

EXAMINATION COMPLETED,

SCORE: 535 2

COMMENIS : &; 2

DATE coveEnceD: 82 /82

B/t 3
CCATING QC SUPERVISOP DATE

7/

TRAINING COMPLETED:

G OC SPERVISOR CATE

Al



L%

TY CONTROL THCHNICAL

S p——
X PROTFCT

WE \JORGE FRAUMISe  DNTE CMBNCED: /2 /2 83

A. COMPLETED STEPS 1, 4, 5, 6,

8 10 1 16 17

19,
PROTECTIV

cLnng

DEMANSTRATE PRC

PERFORMING INSPECTIOH

PEMONSTRATE PRCOFICIENCY IN
T TNGS .

> TH,

v

TOATMTIY
..‘(um..’,;

AT TY T e
¥ A4VALT .

P ]

EXAMINATION COMPLETED
SCORE: E9% &Zé
COATING QC SUPERVISOR

COMMENTS :

DATE




-

A

QUALITY CONTROL TEQMNICAL TRAINING QUTLIIL

QC PROTECTIVE QWITHG

Q’X'FEL COI\ ”V’ D INSPRTITORe

{ QI-OP=11.4-1,11.4-5,11.4-8,11.4-9,11.4=1" 1] .4-20 M

A4-22 )

e (2T AATIERLo) PN CHTOD: (24283

A.

3

SCORE: @99 MZ /27583
™G oC
COMMETIS: /é
r
- G 5=ES
TRAINING COMPLETED:

COMPLETED STEPS 1, 4, 5, 6,

7, 8, 10, 11, 13, 16, 17,
19. 20. 21. AND 22 OF THE
PROTECTIVE COATING GENERAL

TECHANICAL QUTLINE.

PERFORM A MINIMUM OF 20
HOURS "ON THE JOB" TRAIN
ING IN THIS ACTIVITY.

DEMNSTRATE PROFICIENCY TN
PERFORMING INSPECTION.

DEMONSTRATE FROFICIENCY TN
COMPLETING THE INSPECTION
CHECKLIST(S) .

ATTEXND FORMAL TRAINING
SESSION FOP THIS ACTIVITY.

EXAMINATION COMPLETED.

Sleld

c'ﬂrvvmn ,-‘--;
W /2./‘(.5}
OOATING (C SiPRVISOP  DATE
M w2563
QONTING OC SUPERVISOR  DATE
LFAD INSPECTCR S Sl

Lot ol 1202 15
NSTRUCTOR

" R




(X

@

QUALITY CONTROL THCHNICAL TRAINING QUTLIME

QC PROTECTIVE COWTING

STELL COATINC INSPHTMIRS

( OI=OP=11.4-1,11.4-5,11.4-8,11.4-9,11.4-17,1] 470,11 4-22 !

we ORALIA FEOA

A.

COMPLETED STEPS 1, 4, 5, 6,
7, 8, 10, 11, 13, 16, 17,
19. 20. 21. AND 22 OF THE
PROTECTIVE COATING GENERAL
TECHNICAL QUTLINE.

PERFORM A MINIMUM OF 40
HOUPS "ON THE JOB" TPRAIN_

DEM NSTRATE PROFICIENCY IN
PERFORMING INSPECTION.

CEMONSTRATE PROFICIEMNCY IN
COMPLETING THE INSPECTION
CHECKLIST(S) .

ATTEND FORMAL TRAINING
SESSION PP THIS ACTIVITY.

EXAMINATION COMPLETED.

SCORE: O %%

/

COMMENTS : dT/A

TRAINING COMPLETED: %(4;éA /343 ji,

DATE CCMMIPNCED: [2 IQ.E&

(21383

DATF

2 124347
PONTING (C SUPERVISOP  DATE

127353
EOATING OC SUPCRVISOR  DATE

[2./3-/3-
AD DATE
Cunli= Lipet>
Z
Ly 3-
QOATING
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QUALITY CONTROL THCHNICAL TRAINLING QUTLIMNL

{ QI-Oi~11.4-1,11.4-5,11.4-8,11,

NAME | E’EIZL.AE[

A. COMPLETED STEP
7, 8, 10, 11,

19, 20. 21. AN

PROTECTIVE COATING GENERAL

TECHNICAL QUTL

QC PROTECTIVE OWT™NC

STEIL C(V\'l'?‘f INSPIL IS

$1l, 4,5,
13, 16, 17,
D 22 OF THE

INE.

PERFORM A MINIMUM OF 49
HOURS "ON THE JOB™

C. DEMANSTRATE PROFICIENCY TN

.....

TOA TV
..Dn“.._\

PERFORMING INSPECTIONM.

D. DPEMONSTRATE PROFICIEMCY IN
COMPLETING THE INSPECTION

CHECKLIST(S) .

L. ATTEND FORMAL TRAINING

SESSION PP THIS ACTIVITY.

F. BEXAMINATION COMPLETFD.

SCORE:

%

COMMENIS :

=9, 11.4=10 11 .4-20,01 §-22 )

DATE COMMENCED : /'Z-%/

COATING OC SUPERVISOP OATE
—@%——éé‘
COATING OC SUPERVISOR

TRAINDNG COMPLETED: %% /éré‘ §
' T e
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QUALITY CONTROL TECHNICAL TRALNIT

/.(- P., YPEYYR T T N VAT
NJITU LA VL

DATE CMemNCID: [2-12-93

COMPL
] ‘3, 1
19. 20

PROTECTI!

m Me -

M~ —=un
X d -

T e

r on

oo &
3 X
r

Ll ll ot~ 1213 83

DEM ANSTRATE PROFICIENCY

£ Al hia
DERENRMTAY. TNSPETTO?

DPEMONSTRATE PROFICIEMNCY IN

r,w »....,‘r- T TV v~

CHECKLIST (S

:ﬂw.ér;:; (AL-f3

S L o

EXAMINATION COMPLETED.
SCORE: G/ S9% Ah

.
QOATING QC SUPFRVISOR

COMMEN'.S :
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QUALITY CONTROL TECHNICAL TRAINING QUTLIME

QC_PROTRCTIVE QOATING

STELL. COATINC INSPI*TY RS

( QI-OP=-11.4-1,11.4-5,11.4-8,11.4-9,11.3-17,1] .4-70,11 4-22 )

NELOPGH) SeprT

A. COMPLETED STEPS 1, 4. 5, 6,
7, 8, 10, 11, 13, 16, 17,
19. 20. 21, AND 22 OF THE
PROTECTIVE COATING GENERAL
TECHNICAL QUTLINE.

PERFORM A MINIMUM OF 49
HOURS "ON THE JOB" TRATIN

TRV PR T A e e
- ™ y
&y N INLS A

)

DEMANSTRATE PROFICIENCY IN
PERFORMING INSPECTTON.

D. DEMONSTRATE PROFICIEMNCY IN
COMPLETING THE INGPECTION
CHECKLIST(S) .

DATE CCMVONCED: /2-/2-73

) /2T

NS‘—‘ C.n()? .H;:\‘t

)

u:--

o S

COATING OC SUPERVISOP DATE

e L CL
COATING OC SUPERVISOR DA

-

W;Lﬂ-«-‘ /Z/"t—"
R CATE

—

NG
E. ATTEND FORMAL TRAINING //
SESSION PP THIS ACTIVITY. Z/ZF>
N R
F. EXAMINATION COMPLETFD. A
SORe: 97,5 e ez,
b
OOMMENTS :

TRAINING COMPLETED

/o3
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A.

COMMENTS :

G
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QUALITY CONTROL TECHNICAL TRAINING WTLITL

QC PROTFCTIVE OMATING

STFII. CONTING INSII*nInRs

{ QI1-OP-11.4-1,11.4-5,11.4-8,11.4-9,11.4-1  11.4-720n,11 4-22 !

we T Hombs SeL’

COMPLETED STEPS 1, 4, 5, 6,
7, 8, 10, 11, 13, 16, 17,
19. 20, 21. AND 22 OF THE
PROTECTIVE COATING GENERAL
TECHNICAL OUTLINE.

PERFORM A MINIMUM OF 40
HOURS "ON THE JOB" TRAIN

™ L2 r Ve e e a -
.'C .?VT‘.MS / ddvair.

DEMNSTRATE PROFICIENCY IN
PERFORMING INSPECTION.

CEMONSTRATE PROFICIENCY IN
COMPLETING THE INSPECTION
CHECKLIST(S) .

ATTEND FORPMAL TRAINING
SESSION PR THIS ACTIVITY.

EXAMINATION COMPLETTD.

SCORE: ﬂs %

DATE COMMFNCID: /2-/2- £3

v /2-/2-83
IFAD INSPTICTD PDATE

Pz

___v% _.*_gfé/u
COATING (C SUPFRVISOP ATE

P =% 27/52
COATING OC SUPERVISOR 1

-

AD INSPECTCR DATE

.l ﬂ.ﬂw 27285
INSTRUCTOR D{'I‘E
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QUALITY CONTROL TECHNICAL TRAINING OUTLINE
QC PROTECTIVE COATING
STEEL COATING INSPECTORS
( QI-QP-11.4-26 )

NAME Monte Stcobens DATE COMMENCED: o -<. 54

A. COMPLETED STEPS 1, ¢. §.
7, 8, 10. 11, 13, 14, 16,
20, 21, 22 AND 23 OF THE
PROTECTIVE COATING GENERAL
TECHNICAL QUTLINE.

6.
17, 18,

B. PERFORM A MINIMUM OF 40
HOURS "ON THE JOB" TRAIN-
ING IN THIS ACTIVITY.

C. DEMONSTRATE PROFICIENCY IN
PERFORMING INPSECTION. & ;{73:;‘
N PERVISOR OAT

D. DEMONSTRATE PROFICIENCY IN
COMPELTING THE INSPECTION
CHECKLIST(S).

E. ATTEND FORMAL TRAINING
SESSION FOR THIS ACTIVITY.

F. EXAMINATION COMPLETED.
SCORE : 9 %

COMMENTS :

TRAINING COMPELTED:
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QUALITY CONTROL TECHNICAL TRAINING OUTLINE
QC PROTECTIVE COATING
STEEL COATING INSPECTORS

A. COMPLETED STEPS 1, 4. 5, 6.
7, 8, 10, 11, 13, 14, 16, 17, 18,

20, 21, 22 AND 23 OF THE o
. PROTECTIVE COATING GENERAL é Eé 2 i /
TECHNICAL OUTLINE. u.&v /2 /f
TEAD INSPECTOR DATE

8. PERFORM A MINIMUM OF 40

HOURS "ON THE JO8" TRAIN- ;;% % ; ;; ///- )
ING IN THIS ACTIVITY. U ’éé/’("‘
UPERVISOR DATE
C. DEMONSTRATE PROFICIENCY IN |
PERFORMING INPSECTION. i
UPERVISOR BA

D. DEMONSTRATE PROFICIENCY IN
COMPELTING THE INSPECTION
CHECKLIST(S).

E. ATTEND FORMAL TRAINING .
SESSION FOR THIS ACTIVITY.

F. cxmmmg COMPLETED.
SCORE : 2Z /o

COMMENTS :

TRAINING COMPELTED: & & %éa‘ér
- UPERVISOR OATE

( QI-QpP-11.4-26 )
NME_D FEAK STOAGEL  DATE COMMENCED: //}/ 7 9/ |
|
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JONTROL TICHN

NAME J[M&_ STOLYTSH

A.  COMP ETED STEPS
'19. 33. 21. AND 22 OF THE
PROTECTIVE COATING GENERA

N L NE KA

""‘« NSTRATE PROFI

ALY YT M

CIENCY
"OMPLETING THE

CHECKLIS

|

EXAMINATION OC
SCORE : g/

OCOMMENIS :

y-di

DATE OCMMENCID: /“2‘6Z

Al = 1-2-#¢

-

2 7R
4/_{/,, ¢ t;-«,;),,“

Vwﬁ,gjf /zga/

Yl futtso 185

'l("")ly"'v l'

(IA ING QC grwrmn é
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QUALITY CONTROL TECHNICAL TRAINING QUTLNME

QC_PROTECTIVE COATIIG

STEEL COATING INSPFCTNRS

( QI-gP-11.4-1,11.4-5,11.4-8,11.4-9,11.4-17, 11 4-70,11,4-22 )

Mf@.&% DATE CoMENCED: 7~ §-§3
. LETED STEPS A,D,E,F,G,H,

T o S (\p\ (7 @M\Qab\_ 9.3.£3

TECHNICAL OUTLINE. 5 i “
[FAD INSPECTOR DATE

3

B. PERFORM A MINIMM CF 40
HOURS "ON THE JOB" TRAIN
ING IN THIS ACTIVITY.

I%f,é_s’

C. DEMANSTRATE PROFICIENCY IN
PERFORMING INSPECTION.
TE

D. CEMONSTRATE PROFICIENCY IN &
COMPLETING THE INSPECTION <
CHECKLIST(S) . | G WA 7373
DATE

L) \
E. ATTEND FORMAL TRAINING ( ' ,
SESSION VP THIS ACTIVITY. (J’)/‘*‘ G@% ACa J 3,3
INSTRUCTOR TATE

F. EXAMINATION COMPLETED.
SCORE:

COMMENS: ‘%4}8'
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LA WNAL AL AT I B S\
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iRl Ao

COATTNG DSPETR

whlode WL 3 LNOSET

( QI-QP-11.4-1,11.4-5,11.4-8,11

m&z_\[Qy_ LNoeERguoon DATE COMMEMNCED: /Z2-8-82

A. COMPLETED STEPS A,.,,E,F,’S,H,

T MDA O ~ e

u‘,.A:.-l:,.-'é-‘l-r\-,zv :“::‘::_:' / /
m—:r:%: e A T /%// )K?///" /"‘/”2‘/2»

e Ul

LE;\J m-—h-hw ul‘\.....

Sledl /5

po—

‘-r:- VA
; r.z {4 iAol /ﬂr-/"f‘

DEMONSTRATE PROFICIECY IN

PERFORMING DEPECTION.

P N v

COATLG QC SUPERVI

DEMONSTRATE PRCFICIENCY IN
COMPLETING THE INSFECTION v
CHECKLIST(S) . , 8./

Al oy =
i & e &N

rrvver T TR TR
ATTEND FORMAL TRAIND

SESSION FOR THIS ACTIVITY.

t...k...t...R

4

SV AN [® gV

TPAINING OOMPLETED: Ei 2z Q,ﬂ,;mﬁ_ﬁ_*,;//
DG C SJPER




QUALITY CONTROL TECHNICAL TRAINING QUTLINE
QC_PROTECTIVE COATING
STEEL COATING INSPECTORS
( QI-QP-11.4-26 )

nae_flitdas ] A Vail DATE COMMENCED: Sl,,ﬂ‘f [8, (954

& -0
A, COMPLETED STERSTRS v

7, 8, 10. 11, J&¢14, 16, 17, 18,
20, 21, 22 AND 23 OF THE
PROTECTIVE COATING GENERAL

TECHNICAL OUTLINE.

8. PERFORM A MINIMUM OF 40
HOURS "ON THE JOB" TRAIN-
ING IN THIS ACTIVITY, ’ ;345;;
CORTING™IC SUPERVISOR DATE
C. DEMONSTRATE PROFICIENCY IN 4
PERFORMING INPSECTION. ’{7’
ATINGQ% SUPERV 313

D. UEMONSTRATE PROFICIENCY IN
COMPELTING THE INSPECTION
CHECKLIST(S).

E. ATTEND FCRMAL TRAINING
SESSION FOR THIS ACTIVITY,

F. EXAMINATION COMPLETED.
SCORE: %

COMMENTS :

-

TRAINING conmrso:_mﬂ_r%‘._é‘ 7%’
N U , / DA




QUALITY CONTROL TECHNICAL TRAINING QUTLINE
QC _PROTECTIVE COATING
STEEL COATING INSPECTORS
( QI-QP-11.4-26 )

E-lic DATE comvencco: /- AJY

A. COMPLETED STEPS L= av%. .
7, 8, 10. 11, 814, 16, 17, 18,
20, 21, 22 AND 23 OF Tw-
PPOTECTIVE COATING GENERAL
TECHNICAL OUTLINE. -

B. PERFORM A MINIMUM OF 40
HOURS "ON THE JOB™ TRAIN-
ING IN THIS ACTIVITY,

C. DEMONSTRATE PRCFICIENCY IN
PERFORMING INPSECTION,

0. DEMONSTRATE PROFICIENCY IN
COMPELTING THE INSPECTION
CHECKLIST(S).

E. ATTEND FORMAL TRAINING
SESSION FOR THIS ACTIVITY,

F. EXAMINATION COMPLETED.
SCORE:_g7%

COMMENTS :

“ il
TRAINING COMPELTED: % ; e I.é : ;%?%
NG UPLRY B /
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QUALITY CONTROL TECHNICAL TRAINING QUTLINE
QC PROTECTIVE COATING
STEEL COATING INSPECTORS
( QI-QP-11.4-26 )

e /M E WREN DATE COMENCED: (225 4

A. COMPLETED STEPS 1. 4. 5. 6.
7, 8, 10. 11, 13, 14, 16, 17, 18,
20, 21, 22 AND 23 OF THE
PROTECTIVE COATING GENERAL : .
TECHNICAL OUTLINE. ull frill 12584
LEAD INSPECTOR CATE

8. PERFORM A MINIMUM OF 40
HOURS “ON THE JOB" TRAIN- /A_thé;

ING IN THIS ACTIVITY. » T

NG UPERVISOR BATE

C. DEMONSTRATE PROFICIENCY IN %; 22 i
PERFORMING INPSECTION. /2 o/f,s/
N UPERVISGR DATE

D. DEMONSTRATE PROFICIENCY IN

NN

P,
L/
4

/

COMPELTING THE INSPECTION
— . e EHECKLIST -~ [z2¢-4 -
'y

E. ATTEND FORMAL TRAINING ;

SESSION FOR THIS ACTIVITY. T%m /-25-8Y

NSTRUCTOR DATE

F. EXAMINATION COMPLETED.

SCCRE:__ 78%6 / Eé_//f
COMMENTS :
TRAINING COMPELTED: /4

1IWG VISOR /’ﬁﬂTEY
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QUALITY CONTROL TECHNICAL TRAINING QUTLIME

QC PROTECTIVE COATREG

STEEL COATING INSPFCTRS

( QI-QP-11.4-1,11.4-5,11.4-8,11.4-9,11.4-17,11,4-20,]1 422 )

MQAEZ J &NDO DATE COMENCED: 3.3 )-52

A. COMPLETED STEPS A,D,E,F,G,H,
J,K,M,P,Q,S5,T,U,&V OF THE
PROTECTIVE COATING GENERAL

TECHNICAL OUTIINE. 4/




August 10, 1984

INACTIVE INSPECTORS CERTIFIED TO QI-QP-11.4-1/11.4-5

Lanette Adams
Cory Allen

Jerry Artrip
William S. Avory
Sheila Brown
Robert Danielson
Donald Davis
Mark Dendy

Joe Deschambeau
Gary T. Dugger
William Dunham
Walter T. Elliott
Josenh Fazi

Leon Gleason

Joe Krolak
Margret Lucke
David Miller
fadie Niedecken
Gregory Sauer
Sherman Shelton
Steve Valdez
Robert Wallace




QUALITY CONTROL TECHNICAL TRAINING QUTLINE

QC PROTECTIVE COATING
STEEL COATING INSPECTORS

Qi-QP-11.4-1, 11.4-5)

NME [ ANETTE ADAMS DATE COMMENCED: 2-7-93

A. Completed Steps 1, 4, 5, 6, 7, 8, 10, 11, 13,
the Protective Coating General Technical Qu

20,,21 & 22 of

ead Inspector/Date

. Perform a mini f 40 h = h . i
B erfo n mum-%e_g hours gn the Job" Trgining in this activity,
O L) 2 oMo ~
oating QC Supervisor/Date

C. Demonstrate proficiency in performing inspectien.

0atin

D. Demonstrate proficiency in completing the i

E. Attend Formal Training session for this activity.

nstructor/Date

F. Examination completed. .
SCORE: 2% % z .A.‘] %_zéé A 73
oati upervisor/Date

COMMENTS : //4¢ 1=

TRAINING COMPLETED: ) : L
oatyng upervisor/Date




QUALITY CONTROL TECHNICAL TRAINING OUTLINE

QC PROTECTIVE COATING

STEEL COATING INSPECTORS

QI-QP-11.4-1, 11.4-5)

we Cory ALLEN DATE COMMENCED: 2-18-83

A. Completed Steps 1, 4, 5, €, 7, 8, 10, 11, 13, 16
the Protective Coating General Technical Qu
Gt

B. Perform a minimum_of 40 hours "On the Job" Tpaining in this activity.
SeE wmerng

7, 20, 21 & 22 of

C. Demonstrate proficiency in performing inspeiﬁipn.

</

oating QC hpervisor/ ate

i

o s

ead Inspector,Date

0. Demonstrate proficiency in completing the

E. Attend Formal Training session for this activity.

nstructor/Date

F. Examination campleted.
SCORE: 94

COMMENTS =ﬁm

TRAINING COMPLETED:

BRI, | TS e SE— = = I T s B T s it T s ST i i O P G TR s TIEE Th s T T TR —_



QUALITY CONTROL TECHNICAL TRAINDKG QUTLDE

QC PROTECTIVE COATIIG

STEEL COATING INSPFOTNRS

( QI-QP-11.4-1,11.4-5,11.4-8,11.4-9,11.4-17,11 4-20,11,4-33 )

NAVE | kggg &z&m DATE COMMENCED: 9/2o0/2

A.

F.

COMPLETED STEPS A,D,E,F.G,H,
J.K,M,P,Q,8,T,U,&V OF THE

PROTECTIVE COATING GENERAL

TECENICAL OUTLINE. ; 2.7 T4

PERFORM A MINDMM CF 40

HOURS "ON THE JOB" TRAIN g

ING IN THIS ACTIVITY. %;% %ﬁ-—\-— 9/30/iz
QC SUPERVISOP  LATE

DEMONSTRATE PROFICIENCY IN .

TR Yol et

DEMONSTRATE PROFICIEXCY IN
COMPLETING THE INSPECTION
CHECKLIST(S) .

ATTEND FORMAL TRAINING
SESSION FCPR THIS ACTIVITY.

EAMINATION >
SCORE:




.N’A.”T/L/J//ﬁnv 5 A‘l“;/

A (Y MOT BEYT) OTEDS 2

J.K,M,P,Q,S5,T,U,&V
PROTECTIVE COATING

YL T e

: T snrdim b
bt VA

) .
A hdadatlae

DEMONSTRATE PROFICIENCY IN .

ARMTNG TNSPECTION

y A .
o s 2
8 1. 8, ANSPELUTLIO M, A A4 Ll pen
: e
COATANG QC SUPERVISOR

DPEMONSTRATE PRCFICIECY IN

c TETAY. TE TNOCDEIYTON
*»3".;...:_.-.1; HE INSPECTION
YT Yo e

WAL L O L (O

P ——— —
ATTEND FORMAL TRADNING
SESSION 0P THIS ACTTUTTY

A0 ALLAVALTL .,




ATAT TV CYRITTNCT T UINT AT
W ae o 4 WAAVL TG S S PR

OC PROTECTIVE

A DAL AV

T (YRATTA: TSIy Y ™
COATING INSPECMRS

IY 4.1 11 A= 11 8 11 4.8 11 417 ~=
--.1--,--.-0‘_,--.4",,--.ﬁ-",-‘.ﬂ'- il §=2 5 J'-;;

MESVNEUD EQ e DATE COMVENCED: 5/22/P2

™
i -

J,K,M,P,Q,S5,T,U,8V OF THE
PROTECTIVE COATING GENFFRAI

NULOLLAVE LA AL

Rpwpaps g3, 50,

TEYIATT AT YT T
TECHNICAL OQUTLINE.

DEMONSTRATE PROFICIENCY
PERFORMING INSPECTION.

CEMONSTTATE PROFICIECY IN

p—— - :
COMPLETING THE INSPECTION
PRTEry  awn ¢ @
it e v b\ W

ATTEND FORMAL TRAINDNG

SN LGN

Saa gl -ttty AN
SESSION FOR THIS ACTIVITY.

‘i\;: 4 .:A.C TOR

EXAMINATION CCMPLETED.,
L2%




QUALITY CONTROL TECHNICAL TRAINDEG QUTILNE

€C_PPOTECTIVE COATDG

STEEL COATTNG INSPECTRS

( QI-QP-11.4-1,11.4-5,11.4-8,11.4-9,11.4-17,13 4-2n,71 422 )

e L erot LA s seutiE cvacn: 8/ 2 (82

A. COMPLETED STEPS A,D,E,F,G,H,
JIKIMIPIQDSIT'U'&'J GF M

PROTECTTVE COATING GEMNEPAL
TECHNTCAL OUTLINE. g !c_d a M\ e/ /e
“BATE

INSPECTOR

B. PERFORM A MDNDMM OF 40
HOURS "ON THE JOB" TRAIN , M &/
DG IN THIS ACTIVITY. —~ &/Ye 2
TG OC SCTVISF  DATE

c. mowne ey 2 ] A Locthe sho/ee
E

D. DBEMON-TF JE PROFICIECY IN
COMPLL.ANG THE INSPECTION : -
iy 7 g/ Rrithon 8ls/es
STOR. TATE

E. ATTEND FCRAL TRAINING
SESSION FOP THIS ACTIVITY. >




IMAGE EVALUATION
TEST TARGET (MT-3)
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QUALITY COXNTRCL TECGRNICAL TRAINING QUTLDE

QC PROTECTIVE COATDG

STEEL COATING INSPROMRS

{ CI‘QP‘}.].- “1,11-‘-5111. 4‘8'11. 4-9' ll- 4-1-' n.4—20'11 .4—2: )

weDOLALDTRNIS o= e _B//5/82

A. COMPLETED STEPS A,D,E,F.G,H,
JJKOHOP'QISDT'U,&V a‘ m

MOmII. S S v? M 7//7/%

B. PEFFORM A MINIMIM CF 40

HOURS "ON THE JOB" TRAIN
ING IN THIS ACTIVITY. 8//‘7/82

COATING QC S.'P...r..

C. DEMONSTRATE PROFICTENCY IN \ﬂ . Q) /
PERFORMING INSPECTION. )\dﬁ-\,\)@ /7/5 2
SPERVISOR  DACE
D. DEMONSTRATE PROFICTENCY IN

e R e ZZ@[/ Prith~—Sl1a/s 2
DATE

E. ATTEND FORMAL TRAINING
SESSION FOR THIS ACTIVITY.

C o ————————



ot i b

F.

COMMENTS:: dﬁig—

QUALITY QONTROL T

INICAL TRAINING OUTILINE

QC PROTECTIVE COATIIG

STEZL COATING INSPECTRS

( QI-QP-11.4-1,11.4-5,11.4-8,11.4-9,11.4-17,17 4-20,11.4-22 )

DATE COMMENCED:

COMPLETED STEPS A,D,E,F.G,H,

—_—

J.K,M,P,Q,S,T,U,8V OF THE
PROTECTIVE COATING GENFFAL
TECHNICAL CUTLINE.

PERFORM A MINIMM CF 40
HOURS "ON THE JOB" TRAIN
ING IN THIS ACTIVITY.

DEMONSTRATE PROFICIEXCY IN
PERFCRMING INSPECTION.

ATTEND FORMAL TRAINING
SESSION FOP THIS ACTIVITY.

EGMINATION .
SCORE:

od| ~ 4o/

COATTNG QC SUPERISOF  DATE
(S22 MEmC)

it
TRAEDNG COMFPLETED: séés % @é g%’a f-égé&



QUALITY CONTROL TECHNICAL TRAINDNG OUTLINE

QC PRCTECTIVE COATING

STEEL COATING INSPRCOTNRS

( QI-QP-11.4-1,11.4-5,11.4-8,11.4-9,11.4-17,11.4-2n,11 .4-22 )

wedoe De ChanAeay = ot coseced: 9y oo

A. COVPLETED STEPS A,D,E,F,G,H,
J’x'M'pIQIs'TIU'&v G‘ m

B. PERFORM A MDNIMM CF 40
HOURS "ON THE JCB" TRAIN

D. PBEMONSTRATE PRCFICIEECY IN
COMPLETING THE INSPECTION
CHECKLIST(S) .

E. ATTEND FORMAL TRAINING




QUALITY CONTROL TECHNICAL TRAINING OUTLINE

QC PROTECTIVE COATING

STEEL COATING INSPECTORS

QI-QP-11.4-1, 11.4-5)

‘ﬂA’ME é/?ﬂ/\/ "7, DM@QE]Z DATE COMMENCED: & -/ -F3

s - - ’ - - ‘ i * ‘ s
A. Completed Steps 1, 4, 5, 6, 7, 8, 10, 11, 13, 16, 17, 20, 21 & 22 of
the Protective Coating General Technical Qutline.

F%é/ Llendle 47783

ad Inspector/Date

B. Perform a minimum of 40 hours "On the Job" Training in this activity

D. Demonstrate proficiency in completing the inspection checklist(s).

#@r&.—/ & 26853
ead [nspector/Date

E. Attend Formal Training session for this activity.

gy {-7/-95

nstructor/Date

F. Examination completed.

SCORE: o228

comms:*oa"r REDUCED To 20 Hrs DuUE
i, \ \ = ED) ¢ D
PREVioys Exi (et

L — - .- - -—

- ——




QUALITY CONTRCOL TECHNICAL TRAINING CUTLINE

QC PROTECTIVE COATING

STEEL COATING INSPECTOR

(@1-qp-J]1.4-1 TrooueH 11,4-2 anp 11,8-17)

umew— DATE COMMENCED: 1\ 23 S\

A, COMPLETED STEPS G, H, I AND K
OF THE PROTECTIVE COATING
GENERAL TECHNICAL QUTLINE, .

i o 6 B g
LEAD INSPECTOR DATE
B, PERFORM A MINIMUM OF Hy ,
HOURS "ON-THE-JOB” TRAINING -/; . .
IN THIS ACTIVITY, 128/ alte

C. DEMONSTRATE PROFICIENCY IN
PERFORMING INSPECTION,

D. DEMONSTRATE PROFICIENCY IN
COMPLETING THE INSPECTICN
CHECKLIST(S),

E, ATTEND FORMAL TRAINING
SESSION FOR THIS ACTIVITY.

t" 7aucron DATE
£, EXAMINATION COMPLETED. § fﬂf

score:___ 96

COMMENTS :_ Lo e idivinan HLaericlac (3o) T ery.
Lbais o0 2 ST, o) [bcwuees 200 Foxo

L o .

TRAINING CCMPLETED: : - 4445;421255




QUALITY CONTROL TECHNICAL TRAINING QUTLIE

STEEL COATING INSPECTMRS

( QI-QP-ll.4-l,11.4-5,ll.4-8.ll.4-9,11.4-17'11'4-20')1 A2z )

NE_WACTEL T $(L io7T DATE COMENCED: R//¢/¢ 2

A,

COMPLETED STEPS A,D,E,F,G,EH,
J,K,M,P,Q,S,T,U,sV OF THE

PROTECTIVE COATING GENFRAL , /.
TECHNICAL OUTLINE. ./ ! —— o

PERFORM A MDINIMIM CF 40

HOURS "ON THE JUB" TRADN : ...
ING IN THIS ACTIVITY. %J/A- e i’,x;,i: bl
OATING E‘a“vm‘i"*l"sc‘ P DATE

DEMONSTRATE PROFICIENCY IN %@//

PERFORMING INSPECTION. b~ 5//5”:;?
TTE OF SUPEISOR — DATE

PEMOMNSTRATE PROFICIENCY IN
COMPLETING THE INSPECTION
CHBCKLIST(S) .

ATTED FORGL TRADNG
SESSION FOR THIS ACTIVITY. / 3/’{%\-
T

EAMDNATION COMPLETED.

m_ﬁdﬁr

TRADIDNG COMPLETED:




— e \
NAME_CeC oW Toz,
A. COMPLETED STEPS A,D,E,F,G,H,

QUALITY CONTROL TECHNICAL TRAINING CCTLNE

QC PROTECTIVE COATDNG

—_—

STEEL COATING INSPRCTRS

( QI-QP-11.4-1,11.4-5,11.4-8,11.4-9,11.4-17,1 4-20,11 423 )

JIK,M,?’Q’S,T;U"V G‘ m
PROTECTIVE COATING GENFFAL
TECHNICAL OUTLINE.

»

DATE COMENCED: - 3a-K2>

W’“
R DATE

B. PERFORM A MINIMIM CF 40
HOURS "ON THE JOB" TRMN_
ING IN THIS ACTIVITY.
SEE BTIRC D a0
C. DEMONSTRATE PROFICIECY IN
PERFORMING INSPECTION.
R
D. DEMONSTRATE PRL:'ICIENCY IN
COMPLETING THE INSPECTION ? .
CHECKLIST(S) . gﬁ ; %mg:nh % %ﬁ_-'!a
E. ATTEND FORMAL TRAINING
SESSION FOR THIS ACTIVITY.
F. BEAMDNATION COMPLFETED.
SCORE: f?)
COMMENTS :
TRADIING COMPLETED: i .



QUALITY CONTROL TECHNICAL TRAINING QUTLIE

QC PROTECTIVE COATRNG

(QI-QP—u.4—1,11.4-5.11.4-8,11.4-9,11.4-17,11.4-2n,11,4,.33 )

WE_| Eon] GLEASON oaTE covevee:_ 43k 2

A. COMPLETED STEPS A,D,E,F.G,EH,
J,K,M,P,Q,S,T,U,eV OF THE
PROTECTIVE QOATTNG GEMNERAL
TECHNICAL OUTLINE. S/ F

B. PERFORM A MINIMIM OF 40
HOURS "ON THE JOB" TRPAIN

NG IN TEIS ACTIVITY. ; S/lale
TG OC SCEERVISOR =

C. DEWNSTRATE PROFICIENCY TN :
PERFORMING INSPECTION. %%_Jg %_—_ _Iz/:%z

DEMONSTRATE PROFICIENCY IN
COMPLETING THE INSPECTION
CHECKLIST(S) . /Y /Fa

o

E. ATTEND FORMAL TRAINING
SESSION FOR THIS ACTIVITY.




QUALITY CONTRCL TECHNICAL TRAINING QUTLIE

QC PROTECTIVE COATING

STEEL COATING INSPRCTRS

( QI-QP-11.4-1,11.4-5,11.4-8,11.4-9,11.4-17,11 4-2n,11 .4-33 )

NMMETR e 53;}.3 DATE COMMENCED: _3-2%-S D

A. COMPLETED STEPS A,D,E,F,G,H,

J,K,M,P,Q,5,T,U,&V OF THE
PROTECTIVE COATING GENEFAL !
TECHNICAL OUTLINE. b

B. PERFORM A MDNDMM CF 40
HOURS "ON THE JOB" TRAIN
ING IN THIS ACTIVITY.
SaE BTTHCHED /7 &9 o

C. DEMONSTRFATE PROFICIECY IN
PERFORMING INSPECTION.




QUALITY CONTROL TECHN!CAL TRAINING OQUTLINE
QC PROTECTIVE COATING
STEEL COATING INSPECTORS

QI-QP-11.4-1, 11.4-5)

NAME QZQEQQZZ Lucks. DATE comMeNceD: 4 -2 G~

Completed Steps 1, 4, 5, 6, 7, 8, 10, 11, 13, 16, 17, 20, 21 & 22 of
the Protective Coating General Technical Qutljne.

spec

Perform a minimum of 40 hours "On the Job" Trajining in this activity.

Demonstrate proficiency in completing the ingpection checklist(s).
éagq% a2
ead/Inspector/Date
Attend Formal Training session for this activity.

Lall Btz 4-2¢-63

nstructor -

Examination caompleted.

SCORE:__ £ 9 W
ocatimg pervisor/Date

COHHENTS:__“:g::;II:

TRAINING COMPLETED: :
upervisor/Date
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QUALITY CONTROL TECHNICAL TRAINING WUTLIML.

QC_ PROTRCTIVE OWIIHG

STELL CONTTNGC [NSIH1 "R

( QI=OP=11.4=1,11.4-5,11.4-8,11.4-9,11.4=1",|1,420,11,4=-22 !

we DAJD Mliciel ~  ovE amman: /-2 g

A. COMPLETED STEPS 1, 4, S, 6,
7, 8, 10, 11, 13, 1§, 17,

19, 20. 21. AND 22 OF THE , . '
PROTECTIVE COATING GENERAL Pl Sacle. /-Z-4

TECHNICAL QUTLINE. [FAD INSP

PERFORM A MINIMUM OF 40

HOURS “ON THE JOB" TRAIN %
(NT TN THIS ACTIVITY. @ %
ATING (C SUPERVISOP
2. DEMANSTRATE PPOFICITNCY IN A
C PERFORMING INSPECTION. 2 Ly
' CORTING ( FRVISOR

0. DEMONSTRATE PROFICIEMCY IN

COMPLETING THE INSPECTION _ :
CHECKLIST(S) . s
f NSPECTO

F. ATTEND PORMAL TRAINING . :

SESSION FNP THIS ACTIVITY. W_/_é#
F. EXAMINATION COMPLETED.

SCORE:: ?ﬁm i did

»

COMENTS :

4 T m'—m ﬁéé:
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QUALITY CONTROL TECHNICAL TRAINING QUTLIMNE

QC_PROTECTIVE COATING

IN-PROCESS MISCELLANEOUS STEEL COAT'MG IMSPECTORS
(QI-gP-11.4-1,11.4.5,11.4-17,11.4-22)

NWE EOD/E JNIEQSCKEY DATE CMENCED: /) 983

A. COMPLETED STEPS 5, 6, 10,
AND 13 OF THE PROTECTIVE

COATING GEMERAL TECWMICAL _ .
DATE

B. PERFORM A MINIMM OF 40
HOURS "ON THE JOB" TRAIN
ING IN THIS ACTIVITY.

C. DPMANSTRATE PROFICIENCY IN ,
PERFORMING INSPECTION. Z, 753

N. CEMONSTRATE PROFICIENCY IN
COMPLETING THE INSPECTION . .
CHECKLIST(S) . -5 -F

E. ATTEND FORMAL TRAINING . :
SESSION PP THIS ACTIVITY. mm
DATE

-
'

F. EXAMINATION COMPLETED.

SCORE: &/ : Vo - P
CrENIS: _Limited certification relat‘ e to In-Pracess Miscellaneaus

Steel Coating Inspection excluding - Final Acceptance

Inspection

b m’m Gt




WREGLRY SAUGR.

QUALITY CONTROL TECHNICAL TRAINING QUTLINE

QC_PROTECTIVE COATING

IN-PROCESS MISCELLANEOUS STEEL COATIMG INSPECTOPRS

(Qr-qp-11.4-1,11.4.5,11.4-17,11.4-22)

DATE COMMENCED: //- /-£3

A. COMPLETED STEPS 5, 6, 10,
AND 13 OF THE PROTECTIVE .
COATING GEMERAL TECUNIZAL . .
OUTLINE. W%&%{/ ¥-&3
AD BCTOR
B. PERFORM A MINIMM OF 40 “%
HOURS “ON THE JOB" TRAIN
ING IN THIS ACTIVITY. % //-7 &2
7
C. DEWNSTRATE PROFICIBNCY IN "
PERFORMING INSPECTION. Z 7-7-83
D. DEMONSTRATE PROFICIENCY IN
COMPLETING THE INSPECTION .
E. ATTED FORMAL TRAINING , . »oa
SESSION PP THMIS ACTIVITY. M 32
F. EXAMINATION COMPLETED.
SCORE: __ 95 7743
coMEiS: _ Limited certification relative to In-P--cess Miscellaneous

Steel Coating Inspection excluding - Final Acceptance

Inspection

comere_ MRS o




QUALITY CONTROL TECHNICAL TRAINING QUTLD

C_PROTECTIVE COATRG

STEEL COATDNG DSPRCTRE
( QI-QP-11.4-1,11.4-5,11,4-8,11.4-9,11.4-17,17 ,4-20,11 ,4-32 )

e Mo MM v cowmem_nvn g

A. COMPLETED STEPS A,D,E,F.G,H,
JIK'n’P'QDSQT]U"V G‘ m
PROTECTIVE COATING GENFFPAL
TECQIZCAL OUTLINE.

PERFORM A+ MINDMM QF 40
HOURS "ON THE JOB" TRAIN
ING IN THIS ACTIVITY.

SESSION FOR THIS ACTIVITY.




QUALITY COMTROL TRCHNILAL TRAINING ATTLI L

Qt ?T{'T?['_T'I'_”, “C'-!.\Tr.'l v

————

;T C
e K -0-1.]1 4-5 -

we S (UDEZ -

A.

COMMERYIS

COMPLETED STEPS 1, 4, 5, 6§,
7, 8, 10, 11, 13, 16, 17,
19. 20. 21. AND 22 OF THE
PROTECTIVE COATING GENERAL

PP
Lufthilal UViwing,

- AT N ar
NEDF A MINDY ¥ &l
- » . -

! THE JOE
e, -
= AT

DEMONSTRATE PROFICIENCY IN

SOMPLETING THE INGPECTIOM

- P —
MECH e z
Lot s 1ud] o

ATTEND FORMAL TRAINING
SESSION P THIS ACTTVITY.

EUVMINATION OOMP N
SCORE: /s

IO B Rdd A1 T

‘-' ) ‘_ 19
1=9,1,4=1" 1

DATE QreprCID):

.-

£ - 4/

mm’—% #‘/ ‘
R




QUALITY CONTROL TECHNICAL TRAINDNG QUTLINE

@C_PPOTECTIVE COATTNG

STEEL COATING INSPRC™MIRS
( QI-QP-11.4-1,11.4-5,11.4-8,11.4-9,11.4-17,17 4-2n,11,4-23 |

WE_ZOREL T (( L ncE  DATE mz_}/ /P2

A. COMPLETED €TSS AD,E,F,G,E,
J,K,M,P,Q,5,T,U,&V OF THE
PROTECTIVE COATING GENEFAL
TECHNICAL OUTLINE.

B. PERFORM A MINDAM CF 40
HOURS "ON THE JOB" TRAIN
DG IN THIS ACTIVITY.

F. wgam . ;; gg é




assure T 18
18 i fore
4 repal
paired area
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TSP AESULTS

?I :.‘ ‘ rim é’i ¢-20- 34
C INIPECTCR QAT

(I Nopeomon COMmETED , AL AMLCABLE ITEMI SATISFACTOAY
[T mepecmion  CoMMITED, UNSATIOMCTORY ITEMS USTED SELOW

'S
TTEw %o SR P N PV Y
B | INSPECTICN ATTRISUTES Vs J} s £ 'ch:
; SEAL CR FINISH CIAT e R
| L 1L & ],
{ l. | Perform Tooke tast Der para. 1.l to determine thickness, ;; - Q
| | in mils of orimer and total system (document one set | w2 X
| | of readings for each 100 sq. f%. when tasting Containe =]~ ™
; |  ment liner) g m r{" -/ ]
-y ~ IRECORD: | =7 9 |
= l | § I
e Min, Sgot Primer! ﬁ%’ f | |
Tt Max. Soot Primer: : ! rl |
L Uvg. Spot Primer: 1 |
= Min, Sget Tet., System: | . [:@51&;'::3::
N Max, Scot Tot. Svstem: |/ ““‘(‘/ 41 Aall i
¥g. Scot Tot, Svstem: | S — '
| |
Ty 4 2, Perfsrm Adhesion test i Lﬁ?ﬁ
RECORD: Adhesion Tes . N
_ Delly #1: 0L Do L3 e
| /

|
|
|
!
|
|
|

|
|
|
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{ | | |
845" sem sl SaBir [ 72 A s
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K
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i
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TRM. PLT. RECORD
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—

PR 49§k COMANGNE SLiX  $TTAM ILITTAIC STATCN , ,
2/. vk - 4 - - - - - -
~ INSFECTICN  SERCAT i‘:—"‘:— T _
¥ g G- Slatat=yur-cr -+ T s‘n.?.'ﬂ"i...u..-‘
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g v W R R -~y
AS. 1" d | o ~t-oM' L5, fev 12 -qu /973 g,zg (el -
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L S
S AT CoumLTED | M ARUCAL ITDNS LA TIRASTIAY Ty
T Asmc=on CumITED, ALPIACTINY (TDE LI 100w —— - o
EE = 3¢
l '“"t c‘ AT ‘ ‘L .S / ' gt 3. ' w‘Pa‘ o
1, | For resa‘r of 5303 and mins suaw £ 8 ity 6= agmdemm WA
| | OFT of Primer Goat in areas wnich Nave been sanced or | | K

- ' "
| sCresned fer Fary. J.4.1. (For myitiple ittams, indicace
| M{n, Sget, Max, Scot and Averige OF w1 th carressending
| GP & [0 No's far each 1%am in “Semarcs.”) .

| RESSRD: Mintmum Soot Tess: ' :

Maxim=m Sgot Tess: {1 |
| Average OFT: bl r
2. | Abrasive accestable cer Pary, 1.2.2.3, i | '
i | Secarators installed, drained, and draing lefs | A | |
| sarsially soen. | )| |
) | Alr suooly free of contamination. ' | "4 | I i
k. § | Blasted or cower-tocied surface ang orafile: SP-3 L | LT
| 4. Surface and surrounding areas ¢leaned fer o | 4]
| rarm. I.Zf.e. I Tl "THeAT)
| 8. Surfice free of foreign matser incl, gresse & of! l'.“!;s‘f\&\
PR | ¢. Sharp (nonerounded) oreiections removed 1 | | e
b5 suell | 4. Anchor oasegen deoth 1.0 il minima Tl ' ]
T F | @, Surface lightly abraded cer Parm, 1.2.1 ~ | 5

_f. Surfice wised clean zer P3-y. 1.2.1 o» 3.;*5* T '

. — & s

p—— { (Regatrs Only) | | I | y
. " 111G " | SANEeq Cf 31 8¢ NQe s 18 |
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| — i e ’ —ee ?7
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P —
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COMANCNE PC€Ax STEAM ELECTRIC STATICN gr.gP.1l.4-8, Rav. | 2

INSPECTICN REPCRT Sheetd of 3
(SUPe_SMENTAL)
I
e 3.2 |
= INSPECTICN ATTRISUTES I:lﬂ kR :; e
i . t'. - ..g
9. Teag, fflisr or secazacor dnssalled 2ec sam 1l e N—
0. | Air sycoly free of contamination, || |
Mo | Qualficasign of acolicasze, (LisS Acglicatoryi e '
WA L 1
| | ! |
12. | Verifv Mixing Qperation r n i |
i3, Csating Materta! Procuct [dentificaticn: S o! r*’si e ’
| .1 il PART A: ™4 | '
| 3. Fiiler L3t No.: 8 HA99%» | n
| c. Thinner Lot No.: v | | n 1
T d. Time Wiiea: §-y$‘~£, ) | |
| e, She'lf Lifs Mot Exceeded Wl | |
4, | Fressure DOt Ag1%tatec. e | |
;s = 3:’ 1443 apn® axrse-as "l !
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| | | | |
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| | | |
| |
|
! } |
| | | |
' | | |
| ! !
T |
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Q:‘?““’PW;“{ vl R00267 Acsat e mer Backfs rapact,
erter ~
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rEKM, FL I_. reECUnUY

VIRV ..uj.cw( SEAx  STEAM ELITTRIC STATION I -~

| PROTEE TV COATINGS

-V ~&v. - b )
‘uns-n o | gl 01-3P-11.4a8, R.LL}L

S, ST S
“NER RESLTS

T ASETTON COMMLITED | Al AR_CAMLE ITDMS LATISFACTOAY :
(B ngmemon CMAITID, WNTIACTIAY (TDME LITID 00w . N

LN ac¢

INSPESTICN ATTRISUTES - ‘g o.nl $1aMa TIRE
.J v A t"‘ J B L
1. | For recair of sags and runs over §.§ mil3 OFT, cemform IS
| OFT of Primer Coat in areas wnich have been 5 n«c or |
TTScreened per Para. 3.2.1. (For muitiple ftems, inatcate |
| Min, Soot, Max., Scot and Average OFT with corresgonding | |
. <P & ID No's for each 1tam 1n "Remarcs.”) ‘ ‘
LSECORD: Mintmm Soo% Tegt:

Maximum Scot Test: | 1
| Average OFT: | || |
| Abrasive acceotable cer Para, 3.2.2.a. | MR |

1, | Secarators installed, drained, and drains left |\ | |
| partially agen. | 1| |
4, | Afr suoply free of contamination, |
5. . 37asted or power-toc'ed surface and orefile: 55-; ! ! ! |
a. Surface and surrounding areas cleaned per ¥¥ -/*ﬂ/.;‘-&ﬁ
Fars. J3.é.6.6. ™ [ o
Surface free of foreign matter inc!. grease § of! | ' |
. Sharp (non-roundad) oreiections removed -
4. Anchor pgttern degsh 10 mil minimum ‘
' e, Surface lightly abraded cer Pam, 3.2.1 .
£, Surface wized clean zer Pare. 323 0r 324 | |
i (Regatrs Only) J | {1 !
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TTTT
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— a | J
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CCMANCHE PEAK STEAM ELECTRIC STATICON gr.3p.il.d.3, Rév. o
INSPECTICN REPCRT Sheetd of O
(SUPS_EMENTAL)
|
) ‘ 1
- INSPECTICN ATTRIBUTES :=!§J e L
] > LOI i ' - |
.3 7 file » can - ine*all - J | M !
10. | Air sugoly free of contamination. | ] | l
1. | _Oualficasion of agolicasae, (List Aoplicators:) N —
| 1\& | |
| { 1)) |
12, | Verify Mixing Ocerations ger oara. J.2.2.h. /M
13. | Coating Material Product ldentification: i
| a, Base Lot No.: PART A: { ) |
[ b, Filler Lot No.: 1\ | |
| €. Thinner Lot No.: i\ |
4. Time Mixed: T
| @, Shelf !1!: Ngs ‘l:!ﬁ"ﬁ b Y |
14, | Pressyre pot acitated. A |
1€ | Bae ]ifa no* axcsadac /] |
16, | Hose less sShan 75 fest, - l |
. [\ |
| - |
' N |
} | 1 | |
| | |
| | |
| | | |
| . T
| el B |
| l | | |
F 1 |
| | |
1| l
AEMARXS: (owes, s 7] *Seal Toble s pae PLA® B\ 5YS hosated
o sen\ *ah\e/.dwtt cm ATt e on Socw\.
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COMANCHE PE€AX STEAM ELECTRIC STATICON aP-11.4-5. R
S L T » REY,
INSPECTICN REPCRT Al e L

(SUP=_SMENTAL)
9.C.
- INSPECTICN ATTRIBUTES < i “"1 o
1 : - o
lx . Cg!:‘ﬂg ESQC‘T HMlﬁ ﬁg:n’j.‘f::"m- Lhla s hiae T3 oA | | |
RECORD SATCH NUMBERS: C QLA ¥ 3 2 leqd | |
PART A: i Ru ks et | |
PART 8: ; :EZQ,V |~ | | |
THINNER: 2 CO9 /SN L~ | I
TINE MIXED: 5 39 2.7 =1 1 ‘
12. | Verify that shelf 1ife of coating materials has not = |
- - exoired, L
13. | Verify that get li®e {s nut exceseded. 2 |
14, Verify cualification of asolicator cer parma. 2.3.1. (A | |
List Acplicators: L e 78 K00 | |
I O LR 2 | 1) |
- | { | | | |
- | | |
f
k8. | _Verify hose Tence) 13 less than 75 feet, =
| 1|
| |
|
| :
| |
- 1 1 | |
o {1 | |
e : - -
- i bl
r rove e |
REMARKS: (Dwes, eI LTS o, i/ 2or7 /}ﬁ;’.‘e( To T4e Senl Théce
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b
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TAG/I0 NUMGER ll%c.% N %1 !L‘VA?I?N RIR Nu. '

N/A F!loom #1593 N/A
B0 R los b 2000 '

SRR
Support

RB #1

NONCONFORMING CONDITICN

The quality of the above referenced item is inceterminate due to the followi-g:

1. While inspecting the seal coated surface, in preparation ru: “inisnh coating,
it was observed that large areas of coat‘ng were not adherirg to the sudsuratz
(approximate size of area - 10 sq. inches).

2. Examination of failed coating revealed a reddish brown :ubstance : hering
to the primed piece of coating as well as the substrate.
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REPORTED BY: - s Bustel i DAT: :
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ACTION ACORESSEE DEPARTMENT o
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REWORK e REPAIR XXX USE AS IS SCRAR l
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1. Perform adhesion testing per QI-QP-11.4-23 on the above support.

2. Remove unacceptable coatings to sound substrate and rupply accoptablc
coatings per 2323-AS-31 & CCP-30. P~
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|  4n mils of primer and %otal system (document cne set | |
| of readings for each 100 sq. ft, when tasting Contain- | |
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Max. Scot Tot. System: » 1. | =’
Ava. Tot. System: ; ? |
2. Perform Adhesion test per para. 3.2. o
RECORD: Adhesion Test Strength in psi: - F | g
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T 7.| Ambient conditions checked per Para. 3.3.2 pricr to | |
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