


Electric Boat Standard Clauses

The following terms and conditions do not apply to Commercial off the Shelf (COTS) or Military off the Shelf (MOTS) procurements and should not be attached to procurements of these types.
Terms that do not apply to the product or service being procured can be considered slef-deleting.  For example, Clause 09-08 Shock Design Disclosure Requirements does not apply if no shock design requirements are included in the drawing or specification provided by the buyer for the part.
If the seller is unclear on which terms apply, please contact the Lockheed Martin buyer for clarification.

	Number
	60-11E

	Revision
	3

	Title
	60-11E EFFECTIVE REVISIONS OF SPECIFICATIONS

	Clause
	The effective revisions of invoked specifications shall be determined as follows: A.) When a specification revision is cited in the purchase order, only that revision is approved for use. However, when the supplier has a need to use an alternate revision, that revision may be used without further approval when it is within the range of revisions listed for the same specification and designated with a interchangeability code of an ?*? (Asterisk)?. Where the specification revision is not within the range of revisions listed for the same specification as described above, a VIR requesting authorization to use the alternate revision required B.) When a revision is not cited in the purchase order, any revision listed in the EB2p756-OR may be used. C.) When a specification is not cited in either the purchase order or EB2p756-OR, any issued revision may be used. EB2p756-OR is located at ww.gdeb.com under the Suppliers tab and purchase order info link. (Note: When Eb2p756-OR, the ORP specification effectivity index, is referred to above, the seller may use any version which has been provided by the buyer, not to be dated any earlier than 6 months prior to the date of the applicable purchase order.) 



	Number
	SC-60-33

	Revision
	2

	Title
	SPECIAL REQUIREMENTS FOR NICU, NICUAL

	Clause
	AND CuNi ALLOY PARTS The sulfur content of the gas and oil fuels used in firing furnaces for forging, extruding, or other hot working processes and for heat treatment of NiCu (NO4400), NiCuAl (NO5500), CuNi (C70600 and C71500), and other nickel or nickel base alloys shall be limited as follows: 1. Gas: 30 Grains per 100 cu. ft. maximum 2. Oil: 0.5% by weight maximum 



	Number
	SC-60-67

	Revision
	26

	Title
	NONDESTRUCTIVE TEST PROCEDURE APPRVL

	Clause
	NONDESTRUCTIVE TEST AND ALLOY IDENTIFICATION PROCEDURE APPROVAL 

THE REQUIREMENTS CONTAINED HEREIN SHALL APPLY TO THE SELLERS AND ANY SUB-TIER SUPPLIERS NONDESTRUCTIVE TEST NDT PROCEDURES USED IN FULFILLING THE REQUIREMENTS OF THIS PURCHASE ORDER. THIS STANDARD CLAUSE IS ALSO APPLICABLE TO ALLOY IDENTIFICATION PROCEDURES. 

A. GENERAL REQUIREMENTS FOR NDT PROCEDURES 
    1. ALL RADIOGRAPHY, MAGNETIC PARTICLE, LIQUID PENETRANT, ULTRASONIC, EDDY CURRENT, AND VISUAL TESTING MUST BE PERFORMED IN ACCORDANCE WITH WRITTEN PROCEDURES APPROVED BY THE BUYER. VISUAL TESTING, AS IT PERTAINS TO THIS STANDARD CLAUSE, IS ONLY APPLICABLE TO THE INSPECTION OF COMPLETED FABRICATION WELDMENTS. 
    2. ALL PROCEDURES SHALL BE UNIQUELY IDENTIFIED BY A PROCEDURE NUMBER, WITH A REVISION AND DATE. 
    3. PROCEDURES SHOULD BE SUBMITTED FOR BUYER APPROVAL WITHIN THIRTY (30) DAYS OF THE SELLERS RECEIPT OF THE ORDER. PROCEDURES THAT WILL BE USED DURING THE MANUFACTURE OF THE PURCHASED ITEM/S SHALL BE APPROVED PRIOR TO THE PERFORMANCE OF ANY SUCH INSPECTIONS. NDT PROCEDURES THAT WERE PREVIOUSLY USED TO INSPECT AND CERTIFY BASE MATERIAL PROCURED FROM A SUB-TIER SOURCE SHALL BE SUBMITTED FOR APPROVAL PRIOR TO ANY USAGE OF THAT MATERIAL. 
    4. ALL PROCEDURE CHANGES OR REVISIONS SHALL BE RESUBMITTED TO THE BUYER FOR WRITTEN APPROVAL PRIOR TO THE PERFORMANCE OF ANY TESTING. MATERIAL INSPECTED IN ACCORDANCE WITH UNAPPROVED CHANGES OR REVISIONS SHALL BE SUBJECT TO REJECTION. 

B. NDT PERFORMANCE SPECIFICATIONS 
    
    1. WHERE REFERENCE IS MADE TO THE FOLLOWING PERFORMANCE SPECIFICATIONS, THE EFFECTIVE ISSUES SHALL BE AS FOLLOWS MIL-STD-271 SHALL BE NAVSEA TECHNICAL PUBLICATION T9074-AS-GIB-010/271, REVISION F MAY ONLY BE USED AS PERMITTED IN PARAGRAPH B.2 BELOW. NAVSEA TECHNICAL PUBLICATION T9074-AS-GIB-010/271 SHALL BE DATED 30 APRIL 1997 WITH NOTICE 1 DATED 16 FEBRUARY 1999 AND AS MODIFIED BY EB SPEC 3900. NAVSEA 0900-LP-003-8000, NAVSEA 0900-LP-003-9000, AND NAVSEA 0900-LP-006-3010 SHALL BE MIL-STD-2035. MIL-STD-2035 SHALL BE REVISION A. NAVSEA 250-1500-1 SHALL BE REVISION 17. MIL-STD-2132 SHALL BE REVISION D. NSTR-99 SHALL BE REVISION 4. IF AN ELECTRIC BOAT COMPONENT SPECIFICATION NAVSEA APPROVED INVOKES SPECIFICATION REVISIONS THAT CONFLICT WITH THE ABOVE, THE COMPONENT SPECIFICATION SHALL TAKE PRECEDENCE. 
    2. THE USE OF PROCEDURES PREVIOUSLY APPROVED TO THE REQUIREMENTS OF MIL-STD-271, REVISION F IS STILL PERMITTED, PROVIDED THE GUIDELINES OF SECTION I ARE MET. HOWEVER, ANY SUBMITTAL OF NEW OR REVISED PROCEDURES SHALL COMPLY WITH NAVSEA TECHNICAL PUBLICATION T9074-AS-GIB-010/271 EVEN IF MIL-STD-271 IS INVOKED. 

C. VENDOR PROCEDURE APPROVAL REQUEST, VPAR. 

    1. ALL SELLER AND SUB-TIER SUPPLIER NDT PROCEDURES SHALL BE FORWARDED TO THE BUYER VIA A PROPERLY COMPLETED VENDOR PROCEDURE APPROVAL REQUEST VPAR, EB FORM 84-01-2974. EACH PROCEDURE SHALL BE SUBMITTED SEPARATELY. THE SELLER SHALL SEND THE VPAR AND A COPY OF THE PROCEDURE TO THE BUYER DESIGNATED ON THIS PURHCASE ORDER. THE VPAR SHALL BE DISPOSITIONED BY THE BUYERS DESIGNATED REPRESENTATIVE AND SHALL SERVE AS THE SELLERS PROCESS APPROVAL, WHEN APPROVED. 
    2. TO EXPEDITE PROCEDURE APPROVAL, THE SELLER SHOULD ASSURE THAT THE VPAR FORM IS COMPLETED PROPERLY AND ALL PERTINENT INFORMATION IS INCLUDED. PARTICULAR ATTENTION SHOULD BE APPLIED TO THE FOLLOWING SECTIONS 
        A. BLOCK 10. THIS BLOCK IS INTENDED TO IDENTIFY THE APPLICABLE DRAWING. WITHOUT THIS INFORMATION, THE BUYER CANNOT VERIFY THE APPLICATION FOR WHICH THE VPAR IS BEING SUBMITTED. IF THE SAME TECHNIQUE WILL BE APPLIED TO NUMEROUS DRAWINGS, VARIOUS SHOULD BE ENTERED IN THIS BLOCK AND AN EXPLANATION ENTERED IN BLOCK 13. IF DRAWINGS ARE NOT APPLICABLE TO THIS ORDER, N/A SHOULD BE ENTERED. 
        B. BLOCK 11. THIS BLOCK IS INTENDED TO IDENTIFY THE PIECE MARK ON THE DRAWING IDENTIFIED IN BLOCK 10 FOR WHICH THE PROCEDURE APPROVAL IS BEING REQUESTED. IF A PIECE MARK IS NOT APPLICABLE, ENTER N/A. WHERE THE PURCHASE ORDER REFERENCES A BUYERS PART NUMBER FOR RAW MATERIAL, THAT NUMBER SHOULD BE ENTERED. 
        C. BLOCK 12. THIS BLOCK SHOULD REFERENCE THE PERFORMANCE SPECIFICATION AND ACCEPTANCE SPECIFICATION FOR WHICH THE PROCEDURE APPROVAL IS BEING REQUESTED. FOR EXAMPLE, T9074-AS-GIB-010/271 AND MIL-T-16420K(1), OR MIL-STD-2132DAND MIL-F-23509F(1), ETC. 
       D. BLOCK 13. THIS BLOCK IS INTENDED TO PROVIDE INFORMATION TO THE BUYER PERTAINING TO THE SPECIFIC PROCEDURE FOR WHICH APPROVAL IS BEING REQUESTED, e.g., PROCEDURE NUMBER, REVISION, DATE, AND ANY ATTACHMENTS/ADDENDA/SUPPLEMENTS, ETC. THIS BLOCK SHOULD ALSO STATE THE APPLICATIONS FOR WHICH APPROVAL IS BEING REQUESTED AND THE APPLICABLE ACCEPTANCE CRITERIA e.g., PT OF NAVSEA TECHNICAL PUBLICATION S9074-AR-GIB-010/278, P-1 WELDS WITH ACCEPTANCE TO MIL-STD-2035A, SECTION 7.2, CLASS 1. IF CLARIFICATION TO BLOCKS 10 AND 11 IS REQUIRED, THIS BLOCK SHOULD BE UTILIZED e.g., PIPING DETAILS ARE BEING FABRICATED TO VARIOUS DRAWINGS AND VARIOUS PIECE MARKS. ALL WELDING IS IN ACCORDANCE WITH NAVSEA TECHNICAL PUBLICATION S9074-AR-GIB-010/278, CLASS P-1. IF PROCEDURE APPROVAL IS BEING REQUESTED FOR MORE THAN ONE APPLICATION, EACH APPLICATION AND ACCEPTANCE SPECIFICIATION SHOULD BE CLEARLY STATED e.g., PT OF NICUAL FASTENERS AND WELD REPAIRS TO CUNI CASTINGS. 
    3. WHEN RADIOGRAPHY IS REQUIRED, THE SELLER IS RESPONSIBLE FOR THE REVIEW AND APPROVAL OF ALL PRODUCTION RADIOGRAPHS. IN ADDITION, THE SELLER SHALL FORWARD TO THE BUYER ALL PRODUCTION RADIOGRAPHS VIA A PROPERLY COMPLETED VPAR. THE BUYER MUST APPROVE ALL RADIOGRAPHS, INCLUDING ALL REPAIR CYCLES, PRIOR TO SHIPMENT OF HARDWARE UNLESS THE REQUIREMENT IS SPECIFICALLY WAIVED IN WRITING BY THE BUYER. 

D. GENERAL REQUIREMENTS FOR PROCEDURE APPROVAL 
    1. THE BUYER REVIEWS SELLER AND SUB-TIER SUPPLIER NDT PROCEDURES TO ASSURE COMPLIANCE WITH APPLICABLE PERFORMANCE DOCUMENTS AND ACCEPTANCE CRITERIA SPECIFICATIONS. IN GENERAL, ANY PORTION OF A PERFORMANCE DOCUMENT OR ACCEPTANCE SPECIFICATION THAT CONTAINS THE WORD SHALL MUST BE INCLUDED IN THE VENDOR PROCEDURE. 
    2. ALL NDT PROCEDURES SHALL BE SIGNED FOR BY THE PERFORMING ACTIVITYS COGNIZANT LEVEL III TEST EXAMINER DENOTING APPROVAL. 
    3. ALL NDT PROCEDURES, WITH THE EXCEPTION OF RADIOGRAPHY, MUST CONTAIN DETAILED ACCEPTANCE CRITERIA AS REQUIRED BY THIS PURCHASE ORDER AND APPLICABLE SPECIFICATIONS AND DRAWINGS. ACCEPTANCE CRITERIA MAY BE CONTAINED IN SEPARATE ATTACHMENTS/ADDENDA/SUPPLEMENTS TO THE BASE PERFORMANCE PROCEDURE. ACCEPTANCE CRITERIA SHALL BE DETAILED ENOUGH TO BE SELF-STANDING, e.g., NOT JUST REFERRING TO THE PARAGRAPH BUT RATHER CITING THE WORDING, AS OFTEN AS IS PRACTICAL. NOTED EXCEPTIONS ARE SAE J122/123. FF-S-86 

E. ADDITIONAL REQUIREMENTS FOR NAVSEA TECHNICAL PUBLICATION T9074-AS-GIB-010/271 PROCEDURES 
    1. WHENEVER NAVSEA TECHNICAL PUBLICATION T9074-AS-GIB-010/271 IS INVOKED, THE FOLLOWING MUST BE INCLUDED IN ALL NDT PROCEDURES A STATEMENT IS REQUIRED THAT THE PROCEDURE IS IN ACCORDANCE WITH THE REQUIREMENTS OF NAVSEA TECHNICAL PUBLICATION T9074-AS-GIB-010/271 TO MEET THE REQUIREMENT OF PARAGRAPH 1.7.1. A STATEMENT IS REQUIRED THAT PERSONNEL CERTIFICATIONS MUST BE IN ACCORDANCE WITH SNT-TC-1A, AS A MINIMUM REQUIREMENT, EXCEPT AS MODIFIED BY SECTION 1 OF NAVSEA TECHNICAL PUBLICATION T9074-AS-GIB-010/271 TO MEET THE REQUIREMENT OF PARAGRAPH 1.6. A STATEMENT IS REQUIRED THAT ACCEPTANCE INSPECTIONS SHALL BE PERFORMED ON AN ITEM IN THE FINAL SURFACE AND HEAT-TREATED CONDITION, UNLESS OTHERWISE SPECIFIED, TO MEET THE REQUIREMENT OF PARAGRAPH 1.4. HOWEVER, IT IS ALSO RECOGNIZED THAT UT INSPECTION IS TYPICALLY PERFORMED WHEN THE PART HAS A SIMPLE GEOMETRY i.e. PRIOR TO FINAL MACHINING PER PARAGRAPH 6.3. 
    2. WHENEVER NAVSEA TECHNICAL PUBLICATION T9074-AS-GIB-010/271 IS INVOKED, THE MINIMUM PROCEDURAL ELEMENTS ARE CONTAINED IN EACH NDT SECTION RT - PARAGRAPH 3.3.2, MT - PARAGRAPH 4.3.1.2, PT - PARAGRAPH 5.4.2, UT - PARAGRAPH 6.5.2, ET - PARAGRAPH 7.3.2, PARAGRAPH VT - 8.3, RESPECTIVELY. ADDITIONALLY, THE FOLLOWING INFORMATION MUST ALSO BE CONTAINED IN ALL NDT PROCEDURES 

MAGNETIC PARTICLE TESTING 
  LIGHTING REQUIREMENTS. 
  FINAL CLEANING. 

LIQUID PENETRANT TESTING 
  MATERIAL TO BE TESTED; e.g., WELDS, WELD REPAIRS, CASTINGS, ETC.
  SURFACE PREPARATION. 
  LIGHTING REQUIREMENTS. 
  ALL PENETRANTS, EMULSIFIERS, REMOVERS, AND DEVELOPERS SHALL BE INCLUDED ON THE QUALIFIED PRODUCTS LIST OF THE LATEST REVISION OF AMS 2644. 

ULTRASONIC TESTING 
  THE INSTRUMENT MODEL/s ALLOWED FOR THE INSPECTION. 
  EQUIPMENT QUALIFICATION METHOD OR REFERENCE TO A QUALIFICATION PROCEDURE. 
  DESCRIPTION OF THE REFERENCE CALIBRATION STANDARD. 

VISUAL TESTING 
  TYPE OF WELDS OR SURFACES TO BE INSPECTED. 
      NOTE UNLESS OTHERWISE STATED IN THE ORDERING DATA OR DOCUMENT/s INVOKED, THIS REQUIREMENT CAN BE SATISFIED BY SIMPLY OFFERING AN OPENING STATEMENT TO THE EFFECT THAT THIS PROCEDURE SPECIFIES THE REQUIREMENTS FOR PERFORMING THE VISUAL INSPECTION OF COMPLETED FABRICATION WELDMENTS IN ACCORDANCE WITH ENTER APPLICABLE SPECIFICATION. 

F. ELECTRIC BOAT APPROVAL 
  1. PROVIDED THE METHODOLOGY AND ACCEPTANCE CRITERIA CONTAINED IN AN NDT PROCEDURE ARE ACCEPTABLE, THE BUYERS APPROVAL WILL BE GRANTED FOR THE SPECIFIC APPLICATION/s REQUESTED BY THE SELLER. FOR EXAMPLE, IF A PENETRANT PROCEDURE IS SUBMITTED FOR THE INSPECTION OF MIL-S-1222H NICU BOLTS, THE BUYERS EVALUATION SHOULD STATE THIS PROCEDURE HAS BEEN REVIEWED AND APPROVED FOR THE PENETRANT TESTING LIST THE TYPE AND METHOD OF MIL-S-1222H FASTENERS IN ACCORDANCE WITH NAVSEA TECHNICAL PUBLICATION T9074-AS-GIB-010/271 WITH ACCEPTANCE TO SAE J123C. IF THE VENDOR PROCEDURE ALSO CONTAINS ACCEPTANCE CRITERIA FOR OTHER APPLICATIONS SUCH AS FORGINGS OR CASTINGS, BUT APPROVAL IS NOT REQUESTED IN BLOCK 13 OF THE VPAR AND NOT REQUIRED BY THIS PURCHASE ORDER, PROCEDURE APPROVAL FOR THOSE OTHER APPLICATIONS WILL NOT BE GRANTED. THE SELLER MUST THEN RESUBMIT THIS PROCEDURE TO OBTAIN BUYER APPROVAL PRIOR TO USAGE ON ANY OTHER APPLICATIONS. 
  2. IN SELECTED INSTANCES, THE BUYER MAY APPROVE A PROCEDURE WITH COMMENTS. IN SUCH INSTANCES, THE PERFORMING ACTIVITYS INSPECTION PERSONNEL MUST BE MADE AWARE OF THESE COMMENTS AND ALL TESTING SHALL BE PERFORMED TO INSTRUCTIONS INCORPORATING THESE COMMENTS. IN ADDITION, THE SELLER OR SUB-TIER SUPPLIER MUST INCORPORATE THEM AND RESUBMIT A REVISED PROCEDURE FOR BUYER APPROVAL PRIOR TO FUTURE USE. 

G. ALLOY IDENTIFICATION PROCEDURE REVIEW 
  1. ALL PROCEDURES SHALL BE UNIQUELY IDENTIFIED BY A PROCEDURE NUMBER, WITH A REVISION AND DATE. 
  2. THE ALLOY IDENTITY PROCEDURE SUBMITTED FOR APPROVAL SHALL CONTAIN THE FOLLOWING AS A MINIMUM 
        A. SCOPE - THE PROCEDURE SHALL INCLUDE A LIST OF ALL THE GENERIC MATERIALS MANUFACTURED OR USED IN THE SELLERS OR SUPPLIERS SHOP AND THE TESTING INSTRUMENT/s USED TO SEPARATE EACH. 
    B. EQUIPMENT DESCRIPTION - THE PROCEDURE SHALL STATE THE TESTING INSTRUMENT BRAND NAME, MODEL NUMBER AND PRINCIPLE OF OPERATION. 
    C. EQUIPMENT SETUP - THE PROCEDURE SHALL LIST THE STEPS NECESSARY FOR EQUIPMENT SETUP AND PREPARATION FOR USE. 
    D. INSTRUMENT CHECK OR CALIBRATION - THE PROCEDURE SHALL PROVIDE MEANS FOR DETERMINING THAT THE TESTING INSTRUMENT IS FUNCTIONING PROPERLY. IF A CALIBRATION STANDARD OF KNOWN VALUE IS USED, AN ACCEPTANCE CRITERIA FOR PROPER CALIBRATION SHALL ALSO BE GIVEN, AND SHALL AS A MINIMUM BE PRIOR TO AND AT THE CONCLUSION OF TESTING, AND AFTER ANY CHANGE IN OPERATOR, EQUIPMENT OR PERIODS OF INACTIVITY. APPROPRIATE DOCUMENTATION OF THE CALIBRATION STANDARD COMPOSITION SHALL BE MAINTAINED ON FILE BY THE SUPPLIER. 
    E. TESTING OF MATERIAL - THE PROCEDURE SHALL INCLUDE DETAILS OF TESTING TECHNIQUE INCLUDING INSTRUMENT SETTINGS, POSITIONING OF INSTRUMENT PROBES AND PRECAUTIONS CONCERNING CONDITION OF MATERIAL TO BE TESTED SUCH AS FREE FROM OIL, GREASE, OXIDE, SCALE AND FILM AS APPROPRIATE. 
    F. ACCEPTANCE CRITERIA - THE PROCEDURE SHALL PROVIDE ACCEPTANCE CRITERIA FOR EACH OF THE GENERIC MATERIALS MANUFACTURED OR USED IN THE SUPPLIERS SHOP. 
    G. OVERLAP - THE PROCEDURE SHALL ADDRESS THE QUESTION OF OVERLAP OF READINGS AMONG DIFFERENT GENERIC MATERIALS. IT SHALL CONTAIN ADEQUATE INSTRUCTIONS ON SUPPLEMENTAL TESTS USE OF MAGNET, SPECTROGRAPHIC ANALYSIS, ETC., TO DISTINGUISH BETWEEN SUCH MATERIALS AND TO PROVIDE POSITIVE IDENTIFICATION WHEN OVERLAP OCCURS. 

  3. GENERIC MATERIALS SHALL INCLUDE BUT ARE NOT LIMITED TO THOSE LISTED BELOW. OTHER MATERIALS ENCOUNTERED IN WORK WHICH ARE NOT LISTED HERE ALSO REQUIRE THE GENERIC IDENTITY CHECK. 
    NICUAL-CHROMIUM-IRON BASE ALLOYS INCONELS AND HASTELLOYS 
    K-MONEL 
    COPPER-NICUAL ALLOYS CUPRO-NICKELS 
    NICKEL-COPPER ALLOYS 
    MONELS AUSTENITIC STAINLESS STEELS AISI 300 SERIES
    MARTENSITIC & FERRITIC STAINLESS STEELS AISI 400 SERIES & 17-4 PH CLASS 
    CARBON AND ALLOY STEELS 
    TITANIUM ALLOYS 
    COBALT BASE ALLOYS STELLITES 
    NICKEL-CHROMIUM-BORON ALLOYS COLMONOYS 
    COPPER 
    BRONZE 
    NICKEL-ALUMINUM BRONZE 
    BRASS 
    SILVER BRAZING MATERIAL 

4. MATERIAL NOT MEETING THE ACCEPTANCE CRITERIA IN THE APPROVED ALLOY IDENTITY TESTING PROCEDURE SHALL BE REJECTED. 

H. RESUBMITTAL OF SELLER AND SUB-TIER SUPPLIER PROCEDURES 
    1. THE SELLER OR SUB-TIER SUPPLIER MAY BE REQUIRED TO RESUBMIT PROCEDURES DUE TO DISAPPROVAL, CHANGES IN APPLICATION OR ACCEPTANCE CRITERIA, OR PERIODIC MODIFICATIONS TO PERFORMANCE AND ACCEPTANCE SPECIFICATIONS. RESUBMITTALS SHALL BE TIMELY AND IN ALL CASES, BUYERS APPROVAL OF THE RESUBMITTED PROCEDURE IS REQUIRED PRIOR TO USE. IN SUCH INSTANCES, THE SELLER SHOULD AGAIN UTILIZE A VPAR TO EXPLAIN WHY THE PROCEDURE IS BEING RESUBMITTED, LETTER NUMBER AND DATE OF PREVIOUS SUBMITTAL AND IDENTIFICATION OF HOW THE PROCEDURE HAS BEEN MODIFIED, IF AT ALL. THIS INFORMATION WILL ASSIST IN THE EVALUATION OF THE PROCEDURE AND EXPEDITE APPROVAL. 
    2. RADIOGRAPHIC PROCEDURES REVISED TO DENOTE WHEN X-RAY MACHINE TUBES ARE CHANGED AND THE NEW FOCAL SPOT IS EQUAL TO OR LESS THAN THE ORIGINAL OR FOR NEW ISOTOPE SOURCES WHERE THE PHYSICAL SIZE IS EQUAL TO OR LESS THAN THAT OF THE LARGEST SOURCE, OF SAME TYPE, ORIGINALLY QUALIFIED DO NOT REQUIRE RESUBMITTAL FOR APPROVAL. 

I. PROCEDURES PREVIOUSLY APPROVED 
    1. FOR SELLERS THAT RECEIVE MULTIPLE OR REPETITIVE ORDERS THAT APPLY TO SIMILAR ITEMS, IT IS NOT ALWAYS NECESSARY TO SUBMIT A VPAR FOR EVERY APPLICATION. PREVIOUSLY APPROVED PROCEDURES MAY BE USED PROVIDED THE FOLLOWING CONDITIONS ARE SATISFIED 
        A. THE PROCEDURE, INCLUDING REVISION, AND ANY ASSOCIATED ATTACHMENTS/ADDENDA/SUPPLEMENTS, IS THE SAME AS WAS PREVIOUSLY APPROVED BY THE BUYER. 
       B. THE PROCEDURE COVERS THE SAME TYPE OF PROCESS, PROCESS SPECIFICATION REVISION, MATERIAL SPECIFICATION REVISION, APPLICATION AND ACCEPTANCE CRITERIA. IN ADDITION, THE CONFIGURATION MUST BE THE SAME, i.e., THE PROPOSED NDT METHOD CAN TECHNICALLY BE APPLIED WITH QUALITY RESULTS AS DETERMINED BY THE PERFORMING ACTIVITYS COGNIZANT LEVEL III TEST EXAMINER WITH RESPECT TO SIZE AND SHAPE. 
    2. NDT PROCEDURES PREVIOUSLY APPROVED TO THE REQUIREMENTS OF MIL-STD-271, REVISION F MAY CONTINUE TO BE USED PROVIDED ALL THE REQUIREMENTS SET FORTH ABOVE ARE FOLLOWED. 
    3. WHERE THE SELLER ELECTS TO USE PROCEDURES PREVIOUSLY APPROVED, A COPY OF THE BUYERS PREVIOUSLY APPROVED ELECTRIC BOAT VPAR OR EQUIVALENT NEWPORT NEWS SHIPBUILDING VPAR AND APPLICABLE NEWPORT NEWS SHIPBUILDING APPROVAL LETTER MEETING ALL THESE CONDITIONS SHALL BE FURNISHED WITH THE SHIPMENT. 

If the name and/or address of the performing activity listed on the certification of accomplishment is different than the name of the activity listed on the applicable procedure for the previously approved VPAR, the Supplier shall provide OQE that: I. This change is administrative in nature, II. This is not considered to be a transfer of procedures as governed by Tech Pub 271, paragraph 1.7.4, and III. The performing activity is operating under the same quality assurance management and using the same quality assurance plan as was applicable to the activity listed on the applicable procedure for the previously approved VPAR, as required by Tech Pub 271, paragraph 1.5.3. 

    4. PROCEDURES PREVIOUSLY APPROVED BY EITHER ELECTRIC BOAT OR NEWPORT NEWS SHIPBUILDING ARE ACCEPTED BY BOTH SHIPBUILDERS FOR VIRGINIA CLASS PROCUREMENTS ONLY. 

J. TEST REPORTS FOR PERFORMANCE OF NDT 
    1. WHEN SPECIFIED, REPORTS SHOWING THE RESULTS OF EACH TEST PERFORMED WITHIN THE SPECIFIED NONDESTRUCTIVE TEST METHOD ARE REQUIRED. GUIDELINES FOR PROPER TEST REPORT REQUIREMENTS ARE AS DETAILED IN APPLICABLE SPECIFICATIONS. WHERE GUIDANCE IS NOT PROVIDED, THE SELLER SHALL RECORD THE BELOW LISTED INFORMATION, AS A MINIMUM. A. THE NDT METHOD/S USED. B. DESCRIPTION OR UNIQUE IDENTIFICATION OF THE ITEM INSPECTED. C. PROCEDURE INDENTIFICATION. D. THE PERFORMING ACTIVITY, WHETHER IT BE THE SELLER, A SUB-TIER SUPPLIER OR A TEST LAB. E. QUANTITY INSPECTED. F. ACCEPTANCE STANDARD USED. G. QUANTITY ACCEPTED/REJECTED. H. DATE OF INITIAL INSPECTION AND INSPECTOR IDENTIFICATION. 
    2. IN ADDITION, THE SELLER SHALL ATTACH A COPY OF THE BUYERS VPAR THAT APPROVED THE PROCEDURE TO THE TEST REPORT. 
    3. TEST REPORTS AND/OR OTHER VERIFICATION OF CONFORMANCE DOCUMENTS SHALL BE SIGNED AND DATED BY THE SELLERS AUTHORIZED REPRESENTATIVE. 
    4. EVIDENCE OF ALL TESTS AND INSPECTIONS PERFORMED, AS REQUIRED BY THIS PURCHASE ORDER OR SPECIFICATION, MUST BE MAINTAINED BY THE SELLER. HOWEVER, RECORDS REQUIRED TO BE SUBMITTED BY THIS PURCHASE ORDER OR SPECIFICATION SHALL BE FORWARDED WITH EACH SHIPMENT. TEST REPORTS SHALL BE ATTACHED TO THE PACKING LIST. WHERE MORE THAN ONE CONTAINER OR PACKAGE IS INCLUDED IN THE SHIPMENT, THE TEST REPORTS SHALL BE ATTACHED SECURELY TO OR PLACED IN ONE CONTAINER OR PACKAGE AND CLEARLY IDENTIFIED ON THE OUTSIDE. FOR PURCHASE ORDERS THAT ORIGINATE FROM NEWPORT NEWS SHIPBUILDING, REFER TO STANDARD CLAUSE 38-4 FOR SUBMITTAL OF ALL UNAPPROVED PURCHASE ORDER SOFTWARE DELIVERABLES.



	Number
	SC-60-77

	Revision
	22

	Title
	WELDING AND BRAZING PROCEDURE APPROVAL

	Clause
	NUMBER: 60-77 

TITLE: WELDING AND BRAZING PROCEDURE APPROVAL 
SCOPE: REQUIREMENTS FOR MILITARY AND COMMERCIAL WELDING AND BRAZING 

ACRONYMS: ACN (ADVANCE CHANGE NOTICE) BPS (BRAZING PROCEDURE SPECIFICATION OR BRAZING PROCEDURE) NDT (NON-DESTRUCTIVE TESTING) PQR (PROCEDURE QUALIFICATION RECORD) RT (RADIOGRAPHIC TEST) SPARS VES (SHIPBUILDING PARTNERS AND SUPPLIERS VIRTUAL ENTERPRISE SERVER) VIR (VENDOR INFORMATION REQUEST) VPAR (VENDOR PROCEDURE APPROVAL REQUEST) VT (VISUAL TEST) WPQ (WELDER PERFORMANCE QUALIFICATION RECORDS) WPS (WELDING PROCEDURE SPECIFICATION OR WELD PROCEDURE) 

CLAUSE: THE REQUIREMENTS CONTAINED HEREIN APPLY TO PROCEDURES USED IN FULFILLING THE REQUIREMENTS OF THIS PURCHASE ORDER. THE REQUIREMENTS ARE APPLICABLE TO BOTH SUPPLIERS AND THEIR SUBCONTRACTOR(S). 

EFFECTIVITY: THIS STANDARD CLAUSE REVISION IS APPLICABLE TO PURCHASE ORDERS INITIATED FROM 05/31/2019 FORWARD. ANY PURCHASE ORDERS DATED PRIOR TO 05/31/2019 MAY UTILIZE REVISION 20 OF THIS STANDARD CLAUSE. 

INDEX: 
SECTION I - GENERAL REQUIREMENTS 
SECTION II - VPAR APPROVAL LIMITATIONS 
SECTION III - FABRICATION AND QUALIFICATION DOCUMENT APPLICABILITY 
SECTION IV - USE OF UNLISTED BASE OR FILLER MATERIALS 
SECTION V - PREPARATION OF WELDING OR BRAZING PROCEDURES 
SECTION VI - WPS, BPS AND PQR REQUIREMENTS 
SECTION VII - WPS, BPS, PQR REVISION CONTROL 
SECTION VIII - USE OF NAVWELD FOR WELDING/BRAZING PROCEDURES AND QUALIFICATION RECORDS 
SECTION IX - CLARIFICATION OF REQUIREMENTS FOR SINGLE PASS WELD QUALIFICATION, MINIMUM PREHEAT FOR CARBON STEEL, SUBMERGED ARC WELDING OF HY-MATERIALS, REVISIONS TO PULSED GAS METAL ARC WELDING PROCEDURES AND REPAIR OF BASE MATERIALS 
SECTION X - WELDER WORKMANSHIP TRAINING (WWT) APPLICABLE TO NAVSEA TECHNICAL PUBLICATION OR MILITARY STANDARD FABRICATION DOCUMENTS 
SECTION XI - HUNTINGTON INGALLS INDUSTRIES NEWPORT NEWS OPERATIONS SUBMITTALS 
SECTION XII - COMMERCIAL WELDING/BRAZING 
SECTION XIII - EB TRANSFER OF WPS OR PQR ALLOWANCE 
SECTION XIV - USE OF AWS NAVSEA SWPS-N PROCEDURES 
SECTION XV - COMPLIANCE REQUIREMENT STATEMENT 

I) GENERAL REQUIREMENTS: 

A) WRITTEN PROCEDURES SHALL BE APPROVED BY THE BUYER PRIOR TO PERFORMANCE OF WELDING OR BRAZING AND SHALL BE SUBMITTED FOR APPROVAL WITHIN THIRTY (30) DAYS OF SUPPLIER'S RECEIPT OF A PURCHASE ORDER. THE PRIME SUPPLIER WILL BE RESPONSIBLE FOR SUBMITTING FOR APPROVAL THEIR SUBCONTRACTOR?S WRITTEN PROCEDURES AND ONCE APPROVED BY EB, THE APPROVAL DOCUMENT SHALL BE FLOWED DOWN TO THE SUBCONTRACTOR. 

B) FOR CASES WHERE THE SUPPLIER IS NOT ABLE TO SUBMIT PROCEDURES WITHIN THE THIRTY DAY REQUIREMENT, THE SUPPLIER IS REQUIRED TO NOTIFY THE BUYER AND PROVIDE A SCHEDULE FOR WHEN THE PROCEDURES WILL BE SUBMITTED FOR APPROVAL. 

C) FOR PURCHASE ORDERS THAT ORIGINATE FROM HUNTINGTON INGALLS INDUSTRIES NEWPORT NEWS SHIPBUILDING (HII-NNS) SEE SECTION XI OF THIS STANDARD CLAUSE. 

D) **WARNING ** MATERIAL WELDED OR BRAZED WITH UNAPPROVED PROCEDURES OR UNAPPROVED PROCEDURE REVISIONS IS SUBJECT TO REJECTION AT THE SUPPLIERS EXPENSE. SUPPLIERS MUST WORK TO THE MOST RECENT APPROVED REVISION OF THEIR PROCEDURE LISTED IN THE CORRECTIVE ACTION BLOCK FOR ELECTRONIC VPARS OR BLOCK 13 OF THE PAPER VERSION. EACH VPAR APPROVAL FOR A NEW PROCEDURE REVISION SUPERSEDES THE PREVIOUS REVISION APPROVAL. 

E) ** WARNING** PROCEDURES SHALL BE SUBMITTED TO THE BUYER ELECTRONICALLY THROUGH THE SPARS VPAR SYSTEM OR A PROPERLY COMPLETED VENDOR PROCEDURE APPROVAL REQUEST (VPAR), (EB FORM 84-01-2974) WHEN REQUIRED BY SECTION I.G. SUBMITTAL SHALL INCLUDE AT A MINIMUM ITEMS IN SECTION I.K BELOW. 

F) COMMERCIAL WELDING AND BRAZING: 1) WHEN THIS STANDARD CLAUSE IS INVOKED ON APPLICATIONS PERMITTING COMMERCIAL WELDING AND BRAZING, WPS AND BPS SHALL BE SUBMITTED ON A VPAR IN ACCORDANCE WITH THE REQUIREMENTS OF THIS CLAUSE. 

G) WPS OR BPS AND SUPPORTING PQR(S) SHALL BE SUBMITTED WHEN ANY OF THE FOLLOWING APPLIES: 

1) IT IS A NEW PROCEDURE OR A PROCEDURE WHICH HAS NOT BEEN PREVIOUSLY APPROVED. 
2) IT IS A PREVIOUSLY APPROVED PROCEDURE THAT IS REVISED. SUBMITTAL IS REQUIRED FOR ADMINISTRATIVE ONLY REVISION. 
3) IT IS A PROCEDURE PREVIOUSLY APPROVED SPECIFICALLY FOR A SINGLE PURCHASE ORDER OR SINGLE APPLICATION, AS DEFINED IN THE CORRECTIVE ACTION BLOCK FOR ELECTRONIC VPARS (OR BLOCK 13 OF THE PAPER VPAR), THAT WILL BE USED ON A DIFFERENT PURCHASE ORDER OR APPLICATION. 
4) IF THE PROCEDURE APPROVAL IS ONLY FOR A DRAWING NUMBER, IF A REVISION IS MADE TO THAT DRAWING AFFECTING THE WELDING OR BRAZING ON THAT DRAWING. 
5) FOR EB-PURCHASED MATERIAL, IT IS A PROCEDURE PREVIOUSLY APPROVED BY AN ORGANIZATION OTHER THAN EB BUT NOT BY EB. FOR NNS-PURCHASED MATERIAL, IT IS A PROCEDURE APPROVED BY AN ORGANIZATION OTHER THAN NNS BUT NOT BY NNS. 

i. TO EXPEDITE APPROVAL, THE SUBMITTAL SHALL CONTAIN THE SUPPORTING QUALIFICATION DATA AND COPIES OF ALL APPROVAL DOCUMENTATION FROM OTHER ORGANIZATIONS. FOR EXAMPLE: A NAVSEA LETTER OF APPROVAL, AN AUTHORIZED REPRESENTATIVE LETTER OF APPROVAL, NNS FORM 9014. 

H) PROCEDURES ARE NOT REQUIRED TO BE SUBMITTED FOR THE FOLLOWING CASES: 

1) PROCEDURES WHICH HAVE PREVIOUSLY RECEIVED THE BUYER'S WRITTEN APPROVAL ON A VPAR NEED NOT BE RESUBMITTED PROVIDED THAT THE PROCEDURE, INCLUDING REVISION AND DATE, IS THE SAME AS THAT LISTED ON THE PREVIOUSLY APPROVED VPAR AND THE APPROVAL IS NOT FOR SPECIFIC APPLICATIONS AS LISTED IN SECTION II.B 
2) WHEN SPECIFICALLY EXEMPTED BY NAVSEA APPROVED SPECIFICATIONS, DRAWINGS; AS ALLOWED BY FABRICATION DOCUMENTS; OR AS OTHERWISE APPROVED BY EB. 

I) FOR HARDWARE INVOLVING WELDING/BRAZING, WHERE THE WPS/BPS REQUIRES APPROVAL, THE SUPPLIER SHALL ATTACH A PHOTOCOPY OF THE APPROVED VPAR FOR EACH WPS/BPS USED TO THE FOLLOWING: 

1) THE PACKING SLIP 
2) THE WELD OR BRAZE RECORDS, WHEN RECORDS ARE REQUIRED 

J) ONLY ONE WELDING/BRAZING PROCEDURE (INCLUDING SUPPORTING QUALIFICATION DATA, TEST REPORTS AND PREVIOUS APPROVAL INFORMATION) PER VPAR SHALL BE SUBMITTED. RECORDS FOR MORE THAN ONE SUPPORTING QUALIFICATION TEST MAY BE SUBMITTED WITH A VPAR, AS NECESSARY, IN SUPPORT OF A SINGLE WELDING/BRAZING PROCEDURE. K) VPAR DETAIL REQUIREMENTS: VPAR SUBMITTAL FOR INITIAL PQR/WPS/BPS APPROVAL SHALL INCLUDE THE FOLLOWING DOCUMENTS (SEE SECTIONS V, VI AND VII FOR DETAILED REQUIREMENTS FOR WPS, BPS AND PQR). 

1) WPS OR BPS 
2) SUPPORTING PQR(S). FOR PQRS WHICH HAVE NOT BEEN PREVIOUSLY APPROVED, ALSO INCLUDE: 

i. SUPPORTING TEST LAB REPORTS 
ii. MATERIAL CERTIFICATIONS FOR DUAL-CERTIFIED FILLER MATERIAL 
iii. APPROVED RT VPAR (SEE SECTION VI.D.4), FOR QUALIFICATIONS REQUIRING RT. 

3) NAVSEA OR NAVSEA AUTHORIZED REPRESENTATIVE APPROVAL DOCUMENTATION FOR PREVIOUSLY APPROVED PQR(S), WHEN APPLICABLE. 

L) IN CASES WHERE WELDING OR BRAZING PROCEDURES CONSIST OF A MAIN OR GENERAL PROCEDURE AND A SUPPLEMENTAL TECHNIQUE SHEET, AND ESSENTIAL WELDING/BRAZING PROCEDURE ELEMENTS ARE CONTAINED IN BOTH DOCUMENTS, BOTH DOCUMENTS SHALL BE SUBMITTED. NOTE THAT IN SOME CASES, A WELDING OR BRAZING PROCEDURE IS CALLED A SCHEDULE; SCHEDULES SHALL BE SUBMITTED FOR REVIEW AND APPROVAL AS WELL. GENERAL PROCEDURES WRITTEN TO BOTH MILITARY AND COMMERCIAL SPECIFICATIONS WILL NOT BE ACCEPTED. 

II) VPAR APPROVAL LIMITATIONS: 

A) WPS OR BPS WRITTEN IN ACCORDANCE WITH NAVSEA TECHNICAL PUBLICATIONS (I.E. NAVSEA T9074-AD-GIB-010/1688 OR S9074-AR-GIB-010/278) OR MILITARY STANDARDS (I.E. MIL-STD-278) ARE TYPICALLY APPROVED FOR GENERAL USE WITHOUT RESTRICTION. 

B) APPROVAL OF WPS OR BPS FOR NON-CRITICAL APPLICATIONS (AS DEFINED BY PARAGRAPH 4.2 OF SEAWOLF PPD 802-6335694 AND/OR PARAGRAPH 4.2.1.1 OF MIL-STD-278 OR NAVSEA S9074-AR-GIB-010/278), MINOR STRUCTURE (AS DEFINED IN PARAGRAPH 3.33.3.1 OF NAVSEA T9074-AD-GIB-010/1688) OR TO COMMERCIAL OR OTHER SPECIFICATIONS, IS LIMITED TO ONE OF THE FOLLOWING: 1) A SINGLE PURCHASE ORDER. 2) SINGLE APPLICATION. SINGLE APPLICATION APPROVAL IS BASED ON DRAWING NUMBER AND PART NUMBER. 

C) LIMITED APPROVAL MAY ALSO BE DUE TO NAVSEA APPROVAL OF SPECIAL WELD PROCEDURES WHERE SPECIFIC APPLICATION APPROVAL IS REQUIRED BY MIL-STD-278 / NAVSEA S9074-AR-GIB-010/278, PARAGRAPH 6.2. 

D) EACH VPAR APPROVAL IS ISSUED FOR A SPECIFIC SINGLE WPS OR BPS REVISION AND DATE. 

1) SUPPLIERS SHALL WORK TO THE MOST RECENT APPROVED REVISION OF THEIR PROCEDURE LISTED IN THE CORRECTIVE ACTION BLOCK FOR ELECTRONIC VPARS (OR BLOCK 13 OF THE PAPER VPAR) ONCE APPROVAL IS GRANTED. 

2) EACH NEW VPAR APPROVAL FOR A NEW PROCEDURE REVISION SUPERSEDES THE PREVIOUS REVISION APPROVAL. i. THE USE OF EARLIER REVISIONS OF A PROCEDURE IS PROHIBITED UNLESS USE IS SPECIFICALLY APPROVED. REQUESTS TO DO SO SHALL BE SUBMITTED ON A VIR. ii. THE VIR SUBMITTAL SHALL IDENTIFY WHAT APPLICATION THE EARLIER REVISION OF THE PROCEDURE WILL BE USED ON. iii. THE VIR SHALL PROVIDE JUSTIFICATION FOR USING THAT REVISION OF THE PROCEDURE. 

3) IF A VPAR APPROVAL IS RESCINDED, USE OF A PREVIOUSLY APPROVED REVISION OF THE PROCEDURE IS NOT AUTHORIZED. III) FABRICATION AND QUALIFICATION DOCUMENT APPLICABILITY: 

A) WELDING AND BRAZING SHALL BE PERFORMED IN ACCORDANCE WITH ELECTRIC BOAT SPECIFICATION 5341 (EB-5341). 

B) THE EFFECTIVE DOCUMENT AND REVISION, INCLUDING MODIFICATIONS THERTO, OF WELDING AND BRAZING SPECIFICATIONS AND STANDARDS SHALL BE AS SPECIFIED BY EB-5341. 

C) THE APPLICABLE FABRICATION AND QUALIFICATION SPECIFICATION AND REVISION LEVEL SHALL BE EXPLICITLY LISTED IN FULL ON THE REQUIRED DOCUMENTATION (WELDING OR BRAZING PROCEDURES, PROCEDURE QUALIFICATION RECORDS, AND CERTIFICATIONS) E.G. WRITING "NAVSEA S9074-AQ-GIB-010/248" AS "248" IS NOT ACCEPTABLE. 

IV) USE OF UNLISTED BASE OR FILLER MATERIALS: 

A) WELDING OR BRAZING OF UNLISTED BASE MATERIALS OR WITH UNLISTED FILLER MATERIAL/ELECTRODE IS PROHIBITED EXCEPT AS SPECIFIED BELOW: 

1) WELDING: ALL BASE METALS (SPECIFICATION, TYPE AND CLASS OR GRADE) THAT ARE NOT LISTED S-GROUP NUMBERS IN NAVSEA S9074-AQ-GIB-010/248 TABLE I OR NAVSEA S9074-AR-GIB-010/278 TABLE I MUST HAVE NAVSEA OR NAVSEA AUTHORIZED REPRESENTATIVE APPROVAL PRIOR TO WELDING. 
2) BRAZING: ALL BASE METALS (SPECIFICATION, TYPE AND CLASS OR GRADE) THAT ARE NOT LISTED P-GROUP NUMBERS IN NAVSEA 0900-LP-001-7000 TABLE 4-4 OR NAVSEA S9074-AQ-GIB-010/248 TABLE XIII MUST HAVE NAVSEA OR NAVSEA AUTHORIZED REPRESENTATIVE APPROVAL PRIOR TO BRAZING. 
3) FILLER MATERIAL/ELECTRODE SPECIFICATION AND TYPE: ALL FILLER MATERIALS/ELECTRODES THAT ARE NOT LISTED A-/F-GROUP NUMBERS IN NAVSEA S9074-AR-GIB-010/278 TABLE II, NAVSEA T9074-AD-GIB-010/1688 TABLES 10-1, 10-2, 10-3, 10-4, NAVSEA S9074-AQ-GIB-010/248 TABLE II OR TABLE XIV, OR NAVSEA 0900-LP-001-7000 TABLE 4-2 MUST HAVE NAVSEA OR NAVSEA AUTHORIZED REPRESENTATIVE APPROVAL PRIOR TO WELDING OR BRAZING. 

B) IF THE SUPPLIER DOES NOT HAVE AN APPROVAL FOR A BASE OR FILLER MATERIAL/ELECTRODE, THE SUPPLIER MUST REQUEST APPROVAL VIA A VIR. THE VIR MUST PROVIDE THE MATERIAL SPECIFICATION, TYPE, CONDITION, AND APPLICATION WHERE THE MATERIAL IS BEING USED. 

C) IN ADDITION, IF A LISTED MATERIAL SPECIFICATION IS FOUND TO BE OBSOLETE AND POINTS TO A REPLACEMENT SPECIFICATION, THE REPLACEMENT SPECIFICATION SHALL NOT BE USED UNLESS THAT MATERIAL SPECIFICATION IS APPROVED AS AN S-/P-/A-/F-GROUP MATERIAL. 

D) THE NAVWELD SOFTWARE, DISCUSSED IN SECTION VIII, CONTAINS A LISTING OF MATERIALS APPROVED TO BE LISTED, BY GROUP NUMBERS. 

NOTE: APPROVAL TO CLASSIFY A MATERIAL TO AN S-, P-, A-, or F-GROUP DOES NOT CONSTITUTE APPROVAL TO USE THAT MATERIAL FOR A PARTICULAR APPLICATION OR TO AUTHORIZE SUBSTITUTION OF A MATERIAL ON A DRAWING. 

V) PREPARATION OF WELDING OR BRAZING PROCEDURES: 

A) WPS, BPS AND SUPPORTING PQRS SHALL BE WRITTEN IN ACCORDANCE WITH THE APPLICABLE NAVSEA TECHNICAL PUBLICATION OR APPLICABLE COMMERCIAL REQUIREMENTS AND REQUIREMENTS IN THIS PURCHASE ORDER. 

B) VPAR WELD PROCEDURE INSTRUCTION BROCHURE OFFERS GUIDANCE FOR PREPARATION AND CAN BE FOUND BY GOING TO THE EB WEB SITE HTTP://WWW.GDEB.COM. THESE INSTRUCTIONS OFFER A GUIDE TO PREPARING AND PRESENTING THE QUALIFICATION AND WELDING PROCEDURE INFORMATION SUCH THAT IT WILL CONFORM TO THE REQUIREMENTS OF SPECIFICATIONS LISTED IN EB-5341. IN ADDITION, USE OF NAVWELD (SEE SECTION VIII) WILL GREATLY AID SUPPLIERS IN PREPARING AND PRESENTING QUALIFICATION AND WELDING PROCEDURE INFORMATION. 

C) WPS, BPS AND PQR SHALL BE WRITTEN USING ONE OF THE FOLLOWING FORMATS: 

1) PREFERRED: NAVWELD SOFTWARE. IT IS RECOMMENDED THAT BOTH NEW SUPPLIERS AND, FOR STANDARDIZATION PURPOSES, EXISTING SUPPLIERS USE THE NAVWELD SYSTEM IN PREPARING PROCEDURES AND QUALIFICATION DATA. ADDITIONAL INFORMATION IS PRESENTED IN SECTION VIII. 

2) SUPPLIER?S OWN EXISTING FORMAT. VI) WPS, BPS AND PQR REQUIREMENTS: 

A) THE FOLLOWING SECTION PROVIDES CLARIFICATION OF SPECIFICATION REQUIREMENTS AS WELL AS ADDITIONAL REQUIREMENTS INVOKED BY THE BUYER. 

B) ALL NEW WELDING PROCEDURES SHALL BE LIMITED TO ONE FABRICATION SPECIFICATION. WELDING PROCEDURES WRITTEN AND QUALIFIED TO MULTIPLE SPECIFICATIONS WILL NOT BE ACCEPTED. THE EXCEPTION TO THIS IS WHEN NAVSEA S9074-AR-GIB-010/278 AND NAVSEA T9074-AD-GIB-010/1688 PROCEDURES HAVE BEEN QUALIFIED TO NAVSEA S9074-AQ-GIB-010/248. 

C) PROCEDURES WRITTEN TO BOTH MILITARY AND COMMERCIAL SPECIFICATIONS WILL NOT BE ACCEPTED. 

D) SPECIFIC REQUIREMENTS FOR NEW PQRS: 

1) EACH PQR (TEST ASSEMBLY AND WRITTEN DOCUMENTS) SHALL BE IDENTIFIED BY A UNIQUE PQR NUMBER. WHERE MULTIPLE TEST ASSEMBLIES ARE PERFORMED, THEY SHALL BE UNIQUELY IDENTIFIED. 

i. THE UNIQUE PQR NUMBER SHALL BE DIFFERENT FROM THE WELDING OR BRAZING PROCEDURE NUMBER OR ANOTHER PQR NUMBER, E.G. WPS-123 AND PQR-123 WOULD BE ACCEPTABLE. 
ii. THE UNIQUE PQR NUMBER SHALL APPEAR ON ALL QUALIFICATION SUPPORTING DOCUMENTS, INCLUDING TEST LAB REPORTS. 
iii. THE UNIQUE PQR NUMBER REQUIREMENT APPLIES TO BOTH MILITARY AND COMMERCIAL WELDING AND BRAZING. 
iv. REPLACEMENT PQR FOR A FAILED PQR SHALL HAVE ITS OWN UNIQUE NUMBER. 

2) THE UNIQUE PQR NUMBER(S) SHALL BE LISTED ON THE WPS OR BPS WHICH IT SUPPORTS. 

3) BOTH THE PQR AND THE TEST LAB REPORTS SHALL IDENTIFY THE FOLLOWING AS APPLICABLE OR BE SUBJECT TO REJECTION: 

i. THE NDT PERFORMANCE STANDARD AND REVISION (E.G. NAVSEA T9074-AS-GIB-010/271, ACN 1) 
ii. NDT ACCEPTANCE STANDARD AND REVISION (E.G. MIL-STD-2035, REVISION A, CLASS 1) 
iii. DESTRUCTIVE TEST PERFORMANCE STANDARD AND REVISION (E.G. AWS B4.0, 2007) 
iv. DESTRUCTIVE TEST ACCEPTANCE CRITERIA (STANDARD, PARAGRAPH, AND SUBPARAGRAPH IF APPLICABLE) (E.G. MACROS IN ACCORDANCE WITH (IAW) NAVSEA S9074-AQ-GIB-010/248, PARAGRAPH 4.5.2.6.B) 
v. BEND TESTS SHALL REPORT BEND ANGLE, THICKNESS, AND BEND RADIUS, AS A MINIMUM OF INFORMATION 
vi. ALL CHANGES TO LAB REPORTS SHALL BE ACCOMPLISHED BY THE COGNIZANT LAB, WITHOUT EXCEPTIONS. 

4) RADIOGRAPHY (RT) OF PQRS FOR WPS IN ACCORDANCE WITH NAVSEA TECHNICAL PUBLICATIONS OR MILITARY STANDARDS, FOR WHICH RT INSPECTION OF TEST ASSEMBLY FINAL WELD IS REQUIRED AND WHERE THE PQR HAS NOT BEEN PREVIOUSLY APPROVED, SHALL REQUIRE SUBMITTAL OF THE RT FILM AND RT DATA FOR REVIEW AND APPROVAL ON A VPAR SEPARATE FROM THE WELDING PROCEDURE VPAR IN ACCORDANCE WITH THE FOLLOWING: 

i. THE RT VPAR SHALL BE APPROVED PRIOR TO SUBMITTAL OF THE WPS VPAR. 
ii. PQR TEST ASSEMBLIES TO BE QUALIFIED WITH POST WELD HEAT TREATMENT (PWHT) SHALL RECEIVE PWHT AFTER WELDING AND PRIOR TO FINAL RT INSPECTION, WHEN THE PWHT INVOLVES QUENCHING IN A LIQUID MEDIUM. 
iii. VISUAL INSPECTION (VT) SHALL BE CONDUCTED AND FOUND SATISFACTORY BEFORE PERFORMING FINAL RT OF THE TEST ASSEMBLY. 
iv. THE RT FILM WITH ASSOCIATED SET-UP (TECHNIQUE) AND READER?S SHEET SHALL BE SUBMITTED ON THE VPAR. 
v. THE RT VPAR SHALL CONTAIN THE FOLLOWING ITEMS IN THE VPAR DESCRIPTION OF DOCUMENT BLOCK FOR ELECTRONIC VPARS (OR BLOCK 13 FOR THE PAPER VPAR) OR BE SUBJECT TO REJECTION: 

a. THE STATEMENT: "RT FILM AND DATA FOR WELDING PROCEDURE QUALIFICATION" 
b. PQR NUMBER 
c. WELDING PROCEDURE NUMBER 
d. THE STATEMENT: "VISUAL INSPECTION (VT) WAS CONDUCTED AND THE WELD FOUND TO BE SATISFACTORY." 
e. RT PROCEDURE IDENTIFIED BY: PERFORMING ACTIVITY, NUMBER, REVISION, AND DATE (AND ANY ADDENDA) 
f. JOINT TYPE I.E. BUTT, SINGLE BEVEL, DOUBLE BEVEL, BACKING BAR, ETC. 
g. STATEMENT IF BACKING BAR WAS REMOVED OR LEFT ON DURING SHOOTING 
h. BASE MATERIAL TYPE 
i. FILLER MATERIAL TYPE 
j. JOINT THICKNESS 
k. JOINT FORM (PLATE/ PIPE) 
l. IF THE TEST ASSEMBLY RECEIVED PWHT, THE RT VPAR SHALL IDENTIFY IF PWHT WAS PERFORMED BEFORE OR AFTER RT. 

      vi. THE RT PERFORMANCE STANDARD AND ACCEPTANCE CRITERIA SHALL BE LISTED IN THE CORRECTIVE ACTION BLOCK FOR ELECTRONIC VPARS (OR BLOCK 13 OF THE PAPER VPAR) PER a. OR b. BELOW: 

a. FOR NAVSEA TECHNICAL PUBLICATION QUALIFICATIONS THE RT PERFORMANCE STANDARD SHALL BE NAVSEA T9074-AS-GIB-010/271; ACCEPTANCE TO MIL-STD-2035A CLASS I. 
b. FOR MIL-STD AND PPD QUALIFICATIONS THE PERFORMANCE STANDARD SHALL BE NAVSEA T9074-AS-GIB-010/271 or MIL-STD-271F; ACCEPTANCE TO MIL-STD-2035A CLASS I. 

vii. THE RT FILM AND ASSOCIATED DATA SHOULD BE SUBMITTED FOR REVIEW AND APPROVAL PRIOR TO SECTIONING THE QUALIFICATION TEST ASSEMBLY FOR DESTRUCTIVE TESTING. DOING SO MAY AVOID HAVING TO WELD ADDITIONAL TEST ASSEMBLIES SHOULD THE FILM RESULTS BE DISPUTED. 
viii. A COPY OF THE VPAR THAT APPROVED THE RT PROCEDURE SHALL BE ATTACHED TO THE PQR RT VPAR SUBMITTAL. SEE SECTION VI.D.5. 

5) PRIOR TO RT OF A PQR TEST ASSEMBLY, ANY ACTIVITY PERFORMING THE RT EVALUATION OF WELDING PQR TEST ASSEMBLIES SHALL HAVE THEIR RT PROCEDURE APPROVED BY THE BUYERS NON-DESTRUCTIVE TEST (NDT) ENGINEERING. THE SUBMITTAL OF A VPAR FOR AN RT PROCEDURE FOR APPROVAL OR EXTENDING A PREVIOUS APPROVAL SHALL BE IN ACCORDANCE WITH THE REQUIREMENTS OF STANDARD CLAUSE 60-67. 

i. FOR PQRS IN ACCORDANCE WITH NAVSEA TECHNICAL PUBLICATIONS, RT PROCEDURES SHALL BE WRITTEN TO NAVSEA T9074-AS-GIB-010/271 
ii. FOR PQRS IN ACCORDANCE WITH MILITARY STANDARDS, RT PROCEDURES SHALL BE WRITTEN TO NAVSEA T9074-AS-GIB-010/271 OR MIL-STD-271F. 

6) RADIOGRAPHIC FILMS SUBMITTED FOR REVIEW SHOULD CONTAIN, AT A MINIMUM, 2 FILMS PER VIEW IN THE CASE THAT AN ARTIFACT IS FOUND WHICH IMPAIRS FILM INTERPRETATION. 

VII) WPS, BPS, PQR REVISION CONTROL: 

A) WHEN REVISIONS ARE REQUIRED TO CORRECT DISCREPANCIES TO WPS, BPS AND/OR PQR/SUPPORTING DOCUMENTATION, THE FOLLOWING SHALL APPLY: 

1) WPS OR BPS THAT HAVE BEEN PREVIOUSLY ISSUED FOR PRODUCTION SHALL REQUIRE BOTH A CHANGE IN THE REVISION LEVEL AND THE DATE. PROCEDURES THAT HAVE NOT BEEN PREVIOUSLY ISSUED FOR PRODUCTION NEED NOT CHANGE THE REVISION LEVEL, BUT SHALL HAVE THE DATE CHANGED. 
2) PQR/SUPPORTING DOCUMENTS SHALL LIST THE ORIGINAL DATE THAT THE TEST ASSEMBLY WAS WELDED/BRAZED. THE CORRECTIONS SHALL IDENTIFY WHAT ITEMS WERE CORRECTED AND THE DATE. PQR DATE AND A NEW CERTIFICATION DATE SHALL BE APPLIED WHEN CORRECTIONS ARE MADE. 

VIII) USE OF NAVWELD FOR WELDING/BRAZING PROCEDURES AND QUALIFICATION RECORDS 

A) NAVWELD (HTTP://WWW.NAVWELD.COM) IS A SECURE, INTERNET-BASED APPLICATION THAT ASSISTS THE USER IN DEVELOPING PQRS, WPS, BPS, AND WELDER PERFORMANCE QUALIFICATION RECORDS (WPQ) THAT MEET THE REQUIREMENTS OF VARIOUS U.S. NAVY SPECIFICATIONS. 

B) ALTHOUGH USE OF NAVWELD IS NOT A PURCHASE ORDER REQUIREMENT, GDEB AND HII-NNS STRONGLY RECOMMEND SUPPLIERS UTILIZE THIS SOFTWARE, AS IT HAS BEEN SHOWN TO DRAMATICALLY REDUCE THE NUMBER OF ERRORS IN SUPPLIER SUBMITTALS. THIS SIGNIFICANTLY REDUCES APPROVAL CYCLE TIME. THE CREATION OF DETAILED WELDING/BRAZING PROCEDURES OR QUALIFICATION RECORDS REQUIRING CUSTOMER APPROVAL IS AN AREA WHERE SUPPLIERS, ESPECIALLY THOSE WITH LITTLE OR NO EXPERIENCE, HAVE DIFFICULTIES OBTAINING APPROVAL. DELAYS IN RECEIVING APPROVAL CAN RESULT IN DELAYS TO THE START OF FABRICATION OR HARDWARE DELIVERY BY THE SUPPLIER. 

C) THERE IS NO COST TO THE SUPPLIERS OF GDEB OR HII-NNS FOR USE OF NAVWELD. THIS INCLUDES BOTH DIRECT SUPPLIERS AND SUB-TIER SUPPLIERS. 

D) TO OBTAIN ACCESS TO NAVWELD, CONTACT TROY PASKELL AT PASKELL@WELDQC.COM OR 614-487-7207 TO OBTAIN A USER-AGREEMENT. ONCE THE USER-AGREEMENT IS RETURNED, A USER-NAME AND PASSWORD IS PROVIDED. 

E) NAVWELD CONTAINS THE REQUIREMENTS FOR ARC WELDING, STUD WELDING, BRAZING AND RESISTANCE WELDING ACCORDING TO THE FOLLOWING SPECIFICATIONS: 

1) NAVSEA S9074-AQ-GIB-010/248 
2) NAVSEA S9074-AR-GIB-010/278 
3) MIL-STD-1689A 
4) NAVSEA T9074-AD-GIB-010/1688 
5) ABS/ NVR - 2007 
6) NAVSEA 0900-LP-001-7000 
7) AMERICAN WELDING SOCIETY D17.2 

F) NAVWELD AUTOMATICALLY DETERMINES: 

1) ESSENTIAL ELEMENTS FOR PQR, WPS/BPS & WPQ 
2) NON-DESTRUCTIVE TESTS FOR PQR & WPQ 
3) DESTRUCTIVE TESTS FOR PQR & WPQ 
4) QUALIFIED RANGES OF THE ESSENTIAL ELEMENTS FOR PQR & WPQ 
5) REQUIREMENTS OF THE FABRICATION DOCUMENT FOR PQR & WPS/BPS 
6) PREHEAT & INTERPASS TEMPERATURES 
7) BASE & FILLER COMBINATIONS 

G) ADDITIONAL FEATURES INCLUDE: 

1) LOCATIONS FOR ENTRIES ARE MARKED "AS REQUIRED" OR "OPTIONAL", AND DOCUMENTS ARE MARKED AS "COMPLETE" OR "INCOMPLETE". 
2) NAVWELD AUTOMATICALLY CREATES A WPS/BPS BASED ON THE QUALIFIED RANGES OF A PQR. 
3) PROVIDES THE ABILITY TO TRACK VISION TESTS, WORKMANSHIP TRAINING AND WELDING/BRAZING HISTORY FOR PERSONNEL. 
4) PROVIDES THE ABILITY TO SEARCH FOR WELDERS & BRAZERS BASED ON THEIR QUALIFICATIONS. 

IX) CLARIFICATION OF REQUIREMENTS FOR SINGLE PASS WELD QUALIFICATION, BUTTERING UNDER HARDFACING OR CLADDING, SUBMERGED ARC WELDING OF HY-MATERIALS, AND REPAIR OF BASE MATERIALS 

A) SINGLE PASS WELD QUALIFICATION: 

1) MULTI PASS WELD QUALIFICATIONS CAN QUALIFY SINGLE PASS WELDING FOR THE FOLLOWING CONDITIONS, PROVIDED THE REQUIREMENTS OF NAVSEA S9074-AQ-GIB-010/248 ARE MET: 

i. FILLET WELDS 
ii. BUILD UP OR REPAIR WELDING 
iii. JOINT DESIGNS LISTED IN MIL-STD-22 WHICH ARE RESTRICTED TO BASE MATERIAL THICKNESSES LESS THAN 1/4- INCH E.G. B1S.1, B1S.2, C1S.1, ETC. 

B) BUTTERING UNDER HARDFACING OR CLADDING (SOME DRAWINGS REFER TO THIS AS A BUFFER LAYER): 

1) IF A PROCEDURE IS QUALIFIED WITHOUT BUTTERING, THE ADDITION OF BUTTERING SHALL REQUIRE REQUALIFICATION. 
2) THE MINIMUM QUALIFIED THICKNESS OF THE BUTTERING LAYER IS T (THE THICKNESS USED FOR THE QUALIFICATION WELD). THE MAXIMUM QUALIFIED THICKNESS OF THE BUTTERING LAYER IS 2T. 
3) THE MINIMUM QUALIFIED NUMBER OF BUTTERING LAYERS IS EQUAL TO THE NUMBER OF BUTTERING LAYERS UTILIZED FOR THE QUALIFICATION TEST ASSEMBLY (RECORD NUMBER OF LAYERS ON PQR). 
4) ELIMINATION OF BUTTERING SHALL REQUIRE REQUALIFICATION. 
5) THE FINAL BUTTERING LAYER SURFACE SHALL BE VT AND PT INSPECTED IN ACCORDANCE WITH NAVSEA S9074-AQ-GIB-010/248 BEFORE HARDFACING OR CLADDING. 
6) IF A BUTTER LAYER IS APPLIED BY ITSELF (I.E. IT FORMS THE FINAL WELD SURFACE) THEN IT IS A PAD AND SHALL REQUIRE QUALIFICATION BY A BUTT WELD AS SPECIFIED IN NAVSEA S9074-AQ-GIB-010/248. 

C) REPAIR OF BASE MATERIALS: WELD REPAIR OF BASE MATERIALS SHALL BE CONDUCTED IN ACCORDANCE WITH THE REQUIREMENTS OF EB-4186. 

1) WHEN REQUIRED BY EB-4186, PERMISSION TO PERFORM REPAIR WELDING SHALL BE REQUESTED VIA A PROPERLY COMPLETED VIR SUBMITTED BY THE SUPPLIER ELECTRONICALLY USING THE APPROVED SPARS VES (VIRTUAL ENTERPRISE SERVER). THE SUPPLIER SHALL SEND THESE DOCUMENTS TO THE BUYER DESIGNATED ON THE PURCHASE ORDER. WHERE PERMISSION TO PERFORM REPAIRS IS REQUIRED, BUYER AUTHORIZATION SHALL BE OBTAINED PRIOR TO PERFORMING THE REPAIRS 

D) SUBMERGED ARC WELDING OF HY-80/100 AND HSLA-80 STEELS: 

1) ADDITIONAL PREHEAT/INTERPASS, HEAT SOAKING AND FLUX HANDLING REQUIREMENTS FOR SUBMERGED ARC WELDING OF HY-80/100 AND HSLA-80 STEELS ARE SPECIFIED IN EB-4906. CONTACT THE BUYER FOR COPIES OF ELECTRIC BOAT SPECIFICATIONS. 

X) WELDER WORKMANSHIP TRAINING (WWT) APPLICABLE TO NAVSEA TECHNICAL PUBLICATION OR MILITARY STANDARD FABRICATION DOCUMENTS 

A) WELDER WORKMANSHIP TRAINING SHALL COMPLY WITH EB-4186 APPENDIX A OR APPENDIX B, AS APPLICABLE. IF REQUESTED, THE BUYER CAN PROVIDE ADDITIONAL DOCUMENTATION TO THE SUPPLIER TO SUPPORT THIS TRAINING. COMPLIANCE WITH EB 4186 APPENDIX A OR APPENDIX B IS NOT APPLICABLE TO FABRICATORS THAT HAVE WELDER WORKMANSHIP PROCEDURES THAT ARE PREVIOUSLY APPROVED BY NAVSEA OR A NAVSEA AUTHORIZED REPRESENTATIVE. 

B) NAVNDT CAN BE USED TO ASSIST IN CREATING A WELDER WORKMANSHIP TRAINING PROGRAM. THE COGNIZANT NDT LEVEL III MUST STILL VERIFY AND CERTIFY THAT THE PROGRAM IS IN ACCORDANCE WITH EB-4186, APPENDICES A OR B, AS APPLICABLE. FOLLOW SECTION VIII.D OF THIS STANDARD CLAUSE TO OBTAIN ACCESS TO NAVNDT. 

XI) HUNTINGTON INGALLS INDUSTRIES NEWPORT NEWS SHIPBUILDING SUBMITTALS: 

A) FOR PURCHASE ORDERS THAT ORIGINATE FROM NEWPORT NEWS SHIPBUILDING, REFER TO STANDARD CLAUSE 38-4 FOR SUBMITTAL OF ALL UNAPPROVED PURCHASE ORDER SOFTWARE DELIVERABLES. B) SOFTWARE DELIVERABLES PREVIOUSLY APPROVED SHALL BE PROVIDED AS PART OF THE HARDWARE DELIVERABLES. 

XII) COMMERCIAL WELDING / BRAZING: 

A) COMMERCIAL WELDING / BRAZING SHALL BE PERFORMED IN ACCORDANCE WITH WRITTEN PROCEDURES APPROVED BY THE BUYER PRIOR TO THE START OF PRODUCTION. THIS REQUIREMENT DOES NOT APPLY WHERE SUBMITTAL / APPROVAL OF SUCH PROCEDURES IS EXPLICITLY EXEMPTED BY THE PURCHASE ORDER, PART DATA, OR PROCUREMENT SPECIFICATION, OR IS OTHERWISE SPECIFICALLY WAIVED BY THE BUYER VIA VIR. 

B) COMMERCIAL STANDARD WELDING / BRAZING: DEFINED AS WELDING / BRAZING PERFORMED TO AN ESTABLISHED COMMERCIAL STANDARD, SUCH AS ABS, AWS, ASME BOILER & PRESSURE VESSEL CODE, ETC. 

1) WHERE COMMERCIAL STANDARD WELDING / BRAZING IS SPECIFIED OR AUTHORIZED, ALL APPLICABLE REQUIREMENTS OF THE STANDARD SHALL BE MET. 
2) COMMERCIAL STANDARD WELDING / BRAZING PROCEDURES AND SUPPORTING QUALIFICATION DATA (IF REQUIRED) SHALL STATE THE STANDARD AND REVISION USED. 
3) PRE-QUALIFIED PROCEDURES ARE NOT EXEMPTED FROM THE SUBMITTAL AND APPROVAL REQUIREMENTS SPECIFIED IN SECTION XII.A. 
4) THE SUPPLIER IS ADVISED THAT COMMERCIAL STANDARD PROCEDURES USED FOR WELDING OF TUBULAR JOINTS MAY REQUIRE ADDITIONAL QUALIFICATION. 
5) FOR APPLICATIONS WHERE A DRAWING SPECIFIES WELD JOINT DESIGNS IN ACCORDANCE WITH MIL-STD-22, BUT AWS PRE-QUALIFIED WELDING PROCEDURES ARE TO BE USED, THE SUPPLIER SHALL SUBMIT A VIR TO THE BUYER TO OBTAIN VERIFICATION THAT THE PRE-QUALIFIED JOINT DESIGNS ARE EQUIVALENT TO THOSE SPECIFIED ON THE DRAWING. A COPY OF THE APPROVED VIR SHALL BE SUBMITTED WITH THE VPAR FOR THE PRE-QUALIFIED PROCEDURE. 

C) COMMERCIAL BEST PRACTICE WELDING / BRAZING: DEFINED AS WELDING / BRAZING PERFORMED WITHOUT DIRECTION FROM ANY PARTICULAR SPECIFICATION, BASED ON SUPPLIERS KNOWLEDGE AND EXPERIENCE. 

1) COMMERCIAL BEST PRACTICE WELDING / BRAZING PROCEDURES SHALL DEFINE ALL PARAMETERS NECESSARY TO PRODUCE A SOUND WELD, INCLUDING CLEANING PRIOR TO WELDING / BRAZING, AND WORKMANSHIP EXAMINATION REQUIREMENTS. 
2) THE BUYER RESERVES THE RIGHT TO REQUEST TESTING IN ORDER TO PROVIDE OBJECTIVE QUALITY EVIDENCE THAT THE PROCEDURE WILL PRODUCE SATISFACTORY RESULTS. 

D) WHERE COMMERCIAL STANDARD OR COMMERCIAL BEST PRACTICE WELDING / BRAZING IS SPECIFIED OR AUTHORIZED, THE SUPPLIER SHALL, AT A MINIMUM, ENSURE THAT BASE MATERIALS ARE CLEANED TO BRIGHT METAL FREE OF GREASE, PAINT, OIL, DIRT, RUST, OR OTHER CONTAMINANTS PRIOR TO WELDING / BRAZING, AND THAT A WORKMANSHIP EXAMINATION OF COMPLETED WELDS / BRAZES IS PERFORMED TO ENSURE FREEDOM FROM CRACKS, EXCESSIVE POROSITY, POOR FUSION, OR OTHER CONDITIONS DETRIMENTAL TO THE OPERATION OF THE HARDWARE, AND THAT ANY DRAWING-SPECIFIED WELD / BRAZE SIZE REQUIREMENTS ARE MET. 

E) SUPPLIERS THAT ARE UNSURE OF WHETHER COMMERCIAL STANDARD OR COMMERCIAL BEST PRACTICE WELDING / BRAZING IS ALLOWED FOR A PARTICULAR APPLICATION SHOULD SUBMIT A VIR, THROUGH THE BUYER, TO THE COGNIZANT ELECTRIC BOAT COMPONENT ENGINEER FOR APPROVAL. WHERE APPROVED, A COPY OF THE VIR SHALL BE SUBMITTED WITH THE WELDING / BRAZING PROCEDURE VPAR. 

XIII) EB TRANSFER OF WPS OR PQR ALLOWANCE 

A) FOR EB PURCHASED MATERIAL, IF THE SUPPLIER IS IN NEED OF A WPS, UNDER LIMITED CONDITIONS A QUALIFIED PQR/WPS PACKAGE FROM ELECTRIC BOAT CAN BE TRANSFERRED TO THE SUPPLIER. THESE TRANSFERRED PQR/WPS WILL BE MANAGED ON A CASE BY CASE BASIS AND THE SUPPLIER SHOULD REQUEST THE BUYER TO PROVIDE EB SPECIFICATION 5877 FOR SPECIFIC GUIDANCE ON THE TRANSFER AND USE OF ELECTRIC BOAT TRANSFERRED PROCEDURES. 

XIV) USE OF AWS NAVSEA SWPS-N PROCEDURES 

A) FOR EB PURCHASED MATERIAL, NAVAL SEA SYSTEMS COMMAND (NAVSEA) CURRENTLY ALLOWS THE USE OF AMERICAN WELDING SOCIETY (AWS)-NAVSEA STANDARD WELDING PROCEDURE SPECIFICATIONS FOR NAVAL APPLICATIONS (SWPS-NS) FOR SHIP CONSTRUCTION IN LIEU OF FULL NAVSEA TECHNICAL PUBLICATION S9074-AQ-GIB-010/248 QUALIFICATION. EB HAS BEEN GIVEN PERMISSION TO ALLOW SUPPLIERS TO UTILIZE AWS-NAVSEA SWPS-NS. AWS AND NAVSEA MAINTAIN A PROCEDURE LIBRARY OF PUBLISHED AWS-NAVSEA SWPS-NS. THEY CAN BE FOUND BY SEARCHING "AWS-NAVSEA" AT THE AWS ONLINE BOOKSTORE HTTP://PUBS.AWS.ORG. NEW "AWS-NAVSEA" PROCEDURES CONTINUE TO BE ADDED, THEREFORE, THIS WEBSITE SHOULD BE CHECKED OFTEN FOR NEW PROCEDURES. THE SUPPLIER SHOULD REQUEST THE BUYER TO PROVIDE EB SPECIFICATION EB-5877 FOR SPECIFIC GUIDANCE ON THE USE OF AWS NAVSEA SWPS-N PROCEDURES FOR THESE PRE-QUALIFIED WELDING PROCEDURES. 

XV) COMPLIANCE REQUIREMENT STATEMENT 

A) THE ABOVE REQUIREMENTS DO NOT RELIEVE THE SUPPLIER OF ITS RESPONSIBILITY TO COMPLY WITH THE REQUIREMENTS OF THE PURCHASE ORDER. ANY DEVIATIONS FROM OR REQUESTS FOR WAIVERS TO THE PURCHASE ORDER REQUIREMENTS MUST BE CLEARLY IDENTIFIED AND JUSTIFIED AS SUCH BY THE SUPPLIER AND MUST BE SUBMITTED FOR APPROVAL VIA A VIR AND APPROVED AS SOON AS POSSIBLE PRIOR TO THE START OF PRODUCTION. EB POSC 60-77 REVISION 21 DATED 05/31/2019 



	Number
	SC-76-57

	Revision
	6

	Title
	ORIGIN OF TEST REPORTS FOR CHEMICAL MECHANICAL PROPERTIES

	Clause
	ORIGIN OF TEST REPORTS FOR CHEMICAL MECHANICAL PROPERTIES 

THE TEST REPORTS FOR CHEMICAL AND MECHANICAL PROPERTIES REQUIRED ELSEWHERE IN THIS PURCHASE ORDER SHALL BE THOSE ISSUED BY THE ORIGINAL PRODUCER OF THE MATERIAL WHICH CERTIFY CONFORMANCE TO THE SPECIFICATION(S) INVOKED HEREIN. 

IN CASES WHERE THE PRODUCER OR MELT SOURCE IS NOT A DOMESTIC SOURCE, THE COUNTRY OF ORIGIN SHALL BE INDICATED ON THE TEST REPORT, OR IF NOT IDENTIFIED, ANNOTATED ON THE TEST REPORT BY THE SUPPLIER. IF THE PRODUCER OR MELT SOURCE IS A DOMESTIC SOURCE, THE TEST REPORT SHALL BE CLEARLY INDICATED AS SUCH, OR ANNOTATED ON THE TEST REPORT BY THE SUPPLIER AS PRODUCED OR MELTED BY A DOMESTIC SOURCE (UNITED STATES OF AMERICA OR ITS OUTLYING AREAS). 

IF THE MATERIAL RECEIVES SUBSEQUENT PROCESSING (I.E. HEAT TREAT, HOT OR COLD FORMING/WORKING ETC.) BY THE SUPPLIER OR HIS SUB-TIER SUPPLIER(S) TO MAKE IT CONFORM TO THE REQUIRED SPECIFICATION, THE TES REPORTS FOR THE MATERIAL IN ITS FINAL CONDITION (AS SUPPLIED TO THE BUYER) SHALL BE ACCOMPANIED BY A COPY(IES) OF THE ORIGINAL PRODUCER'S CERTIFICATION(S). 

WHEN HEAT TREATMENT IS REQUIRED OR PERFORMED, A RECORD OF THE HEAT TREATMENT IS REQUIRED. 

RECORDS OF HEAT TREATMENT SHALL INCLUDE AS A MINIMUM: 

A. SPECIFIC TIMES AND TEMPERATURES. 
B. QUANTITY OF ITEMS AND ITEM NAME. 
C. DATE OF HEAT TREATMENT. 
D. NAME OF THE ACTIVITY PERFORMING HEAT TREATMENT. 
E. THE MATERIAL IDENTIFICATION THAT PROVIDES POSITIVE TRACEABILITY TO OBJECTIVE QUALITY EVIDENCE. 

WHERE THE NUMBER OF TEST SPECIMENS IS DEPENDENT UPON THE ORIGINAL TOTAL LOT SIZE, THE VENDOR SHALL IDENTIFY THE ORIGINAL TOTAL LOT SIZE IN ADDITION TO THE QUANTITY SHIPPED TO ALLOW VERIFICATION DURING INDEPENDENT REVIEW THAT THE APPROPRIATE NUMBER OF TESTS WERE PERFORMED.



	Number
	SC-76-95

	Revision
	3

	Title
	RADIOGRAPHIC FILM RETENTION BY ELECTRIC BOAT CORPORATION

	Clause
	ALL RADIOGRAPHS AND ATTENDANT RECORDS APPROVED BY THE PURCHASER WILL BECOME THE PROPERTY OF THE PURCHASER AND WILL BE PERMANENTLY RETAINED BY THE PURCHASER. RADIOGRAPHS AND ATTENDANT RECORDS APPROVED AT THE SELLER'S PLANT SHALL BE FORWARDED TO THE COGNIZANT BUYER, PURCHASING DEPARTMENT. 



	Number
	78-1A

	Revision
	4

	Title
	78-1A SPCL TOOLING & SPCL TEST EQUIPMENT

	Clause
	Applicable to prime contracts issued on or after June 14, 2007 special tooling and special test equipment (herein after jointly called tooling) is defined in FAR 2.101.Initial Procurement 

a. Seller agrees that it will fabricate and furnish to buyer (pursuant to delivery or disposition) all tooling (including all modifications thereto) necessary to produce parts to be delivered by seller under the purchase order as specified in the schedule hereto. 

b. Seller agrees that tooling costs (for new or rework of existing tooling) included in this purchase order shall be subject to audit by buyer and revision downward only, to reflect fair and reasonable reimbursement to seller for tooling costs and upon buyers audit. In no event will such revised amount exceed: 

(1) Seller?s actual tooling costs, or 
(2) The amount of tooling costs included in this order, whichever is less. 

c. Upon completion of tooling under this purchase order, seller shall submit to buyer a vendor tool record (VTR, 84-00-3156) provided herewith of all tooling required to fabricate/test said parts along with an actual detail cost of each tool and drawing, sketches or photographs of said tooling. Seller shall also include a copy of the government letter approving their property control system or, at a minimum, a copy of their property control procedure (s). After the purchaser approval of VTR, seller shall invoice and payment be made for said tooling, and title to the tooling shall vest in the buyer or the government as specified in the buyer?s prime contract with the government. 

d. Seller agrees not to use any item of tooling covered by this purchase order except in the performance of purchase orders issued by buyer. Seller agrees not to include in the price for any such purchase order the cost of this tooling or any allowances or charges to cover depreciation or amortization. 

e. Seller agrees that it will comply with the provisions of the following documents, which by this reference are incorporated herein: 

(1) ?Sellers tool requirements instruction? (see below). 

(2) If the tooling is government property, parts 45, 52.245-1 and 52.245-2 of FAR shall prevail in the event of inconsistency with the above referenced document. 

f. Seller shall request disposition instructions for tooling as soon as it becomes known that the tooling is no longer required by seller. Buyer agrees to pay reasonable transport charges connected with delivery or disposition in accordance with buyers written instruction. Follow on production Tooling required for performance hereunder is furnished to seller under buyer?s purchase order. Except for such additional tooling or tooling modification as may be specifically authorized herein, seller certifies that additional tooling or tooling modifications is not required for performance hereunder, and that the price of this purchase order does not include any amount for tooling. If charges for tooling or modifications thereto are specified herein, title to such tooling or modifications shall vest in the buyer or the government as case may be. Buyer Furnished tooling 

a. Buyer will furnish to seller, on a loan basis and at no charge, the tooling referenced in this order (with such modifications as may have been requested by seller and agreed to by buyer) for such use, if any, as seller reasonable may elect to make of such tooling for the sole purpose of performance against this order. Upon request, buyer will advise seller where purchaser-furnished tooling may be examined. Buyer assumes no responsibility of any kind for the accuracy or sustainability of such tooling for the purposes of this order. By his acceptance and use of such tooling, seller expressly assumes the entire risk of their accuracy and suitability and therefore cautioned to take necessary steps to assure same before using them. The furnishing of such tooling by buyer, under the conditions set forth above, shall not in any way, relieve seller of complete responsibility for furnishing the suppliers covered by this order in strict accordance with the drawings and specifications and all other requirements of this order. Seller may not use buyer furnished tooling to accomplish work for other customers without express written consent of buyer. 

b. The tooling detailed in this order is government-owned or purchaser-owned. Seller agrees that it will comply with the provisions of the following documents: 

(1) ?Seller?s Tool Requirements Instruction? (See Below). 

(2) If the tooling is government property, parts 45, 52.245-1 and 52.245-2 of FAR shall prevail in the event of inconsistency with the above referenced document. 

(3) The seller agrees to assume the risk of liability for loss, damage or destruction of government property in their possession in accordance with FAR property clause 52.245-2 when invoked. Seller?s Tool Requirements Instruction Sellers should be prepared to show positive evidence of the following: 

a. Procedures The seller shall establish and maintain a system to control, protect, preserve and maintain all government-owned property while in his possession. The property control system shall be in writing and will be subject to preview by purchaser. A copy of seller?s government property control procedure shall be submitted to the buyer. 

b. Identification Physical marking of special tooling and/or special test equipment will be as follows: 

(1) A seven-digit identification number along with a prefix starting with the ?USN8? or ?EB8? will be stamped or etched onto a nameplate attached to the surface of the tool in a legible, permanent, conspicuous, tamperproof method. Also, the tool must be stamped with the same seven-digit identification number so that it can be matched with the nameplate, should they become separated. 

(2) In the instances where it is impractical to use methods listed above, alternative methods may be improvised, I.E., a small hole may be drilled through the tool for attachment of a stock nameplate by wire. This hole, however, must be identified as a tag attachment hole by showing a prominent ?T? next to it. Also, the tool must be marked with the seven-digit identification number so that it can be matched with the nameplate, should they become separated. 

(3) The identification number (USN8000000 or EB8000000) will be provided to the seller in the column ?For the Purchaser Use Only? on the completed vendor tool record (Form 84-00-3156) returned to the seller upon arrival/payment of the special tool and/or special test equipment. 

c. Tooling Inventory and Record Requirements The seller shall maintain at all times a current inventory listing and record of accountability of the purchaser and/or government-owned tools located at the seller?s facility or at the facility of his subcontractor. Upon request, the inventory records of all purchaser-owned and/or government-owned tools shall be submitted to the purchaser. Readily accessible files of documents and other documents are required to support the activities described in the paragraphs A through K, as well as such other property records as may be required under the purchase agreement. Ordinarily, the property record for each item of special tooling and special test equipment will indicate the following: 

(1) Purchase order number 

(2) Nomenclature/Description 

(3) Quantity received or fabricated 

(4) Location or disposition 

(5) Unit price (as required) 

(6) Posting references for each transaction 

(7) Identification number (Seven-digit number prefixed by USN or EB) or as designated by the purchaser 

(8) Usage information (when used) 

(9) Item on which used d. Acquisition The system should have the ability to show the authority by which the property was acquired. Such authorization usually consists of a fully executed vendor tool record (Form 84-00-3156) and the purchase order. 

e. Maintenance and protection An effective program for preventive and repair maintenance for protection of special tooling and special test equipment in accordance with sound industrial practices is required including records of such actions. 

f. Alteration and/or reidentifcation No tool shall be altered or reidentified in any manner by the seller without prior written approval by the buyer. 

g. Loss, damage or destruction The seller shall report to the purchaser all cases of loss, damage or destruction of Electric Boat or government-owned tooling in his possession or control (Including such tooling in the possession or control of his subcontractor) as soon as the fact becomes known. As soon as factual data can be obtained the following information shall be submitted. 

(1) Sellers name and Purchase Order, 

(2) Description of items lost, damaged, destroyed or unreasonably consumed, 

(3) Cost of tooling lost, damaged, etc. 

(4) Date, Time (if pertinent) and cause or origin of the loss, damage, etc., 

(5) Known interests in an commingled tooling of which purchaser-owned or government-owned tooling lost, damaged, etc., is (or was) a part, 

(6) Insurance, if any, covering the tooling and 

(7) Actions taken by the seller to prevent repetition of similar incidents. h. Inactive tools The seller and/or his subcontractor who has in his possession tools which have become inactive shall observe the following; 

(1) Prepare a letter to the purchaser requesting disposition of the tools listed, and 

(2) Stating the length of time that tools have been inactive Seller shall not transfer or otherwise dispose of any tool without specific written authority from the purchasing buyer. 

i. Physical inventories The seller shall annually (in the second quarter of the year) physically inventory all purchase-owned and government-owned property in his possession and shall cause subcontractors to do likewise. Results of physical inventories shall be forward to the purchaser and shall include: 

(1) A listing (By ID number) of all items inventoried with written certification that the items were signed, and 

(2) A listing of discrepancies noted 

j. Contract closeout The seller shall report, investigate, and secure closure of all loss, theft, damage, or destruction cases; physically inventory all property upon termination or completion of this contract; and request disposition of items at the time they are determined to be excess to contractual need. 

k. Subcontractor control The seller shall require any of his subcontractors to comply with this instruction and FAR parts 45, 52.245-1 and 52.245-2 (only when government property is involved). 



	Number
	SC-10-110

	Revision
	15

	Title
	MODS TO QQ-N-286

	Clause
	STANDARD CLAUSE: 10-110 
REVISION: 15 
TITLE: MODS TO QQ-N-286 
CLAUSE: ELECTRIC BOAT CORPORATION PURCHASING STANDARD CLAUSE 10-110 

IF ANY NICUAL (K-MONEL) MATERIAL IS UTILIZED IN THIS ORDER, IT MUST BE IN ACCORDANCE WITH ONE OF THE FOLLOWING MODIFICATIONS: 

A). QQ-N-286 REVISION F, DATED 29 NOVEMEBER 1990, AND HAVE BEEN PRODUCED ONLY BY SPECIAL METALS CORPORATION (FORMERLY INCO ALLOYS INTERNATIONAL/HUNTINGTON ALLOYS INC) WITH A PRODUCTION (POUR) DATE LATER THAN DECEMBER 21, 1976. FIRST ARTICLE TESTING PER PARAGRAPH 3.1 OF QQ-N-286 REVISION F IS REQUIRED FOR ALL HEATS PRODUCED AFTER FEBRUARY 19, 2001. SPECIAL METALS CORPORATION WAS EXEMPT FROM FIRST ARTICLE TESTING FOR ALL HEATS PRODUCED PRIOR TO FEBRUARY 19, 2001. TEST REPORTS FOR EACH HEAT AND LOT OF MATERIAL FURNISHED SHOWING ACTUAL RESULTS OF CHEMICAL ANALYSIS, MECHANICAL PROPERTY TESTING AND FIRST ARTICLE TESTING* REQUIRED BY THE SPECIFICATION SHALL BE FURNISHED FOR LEVEL 1 MATERIAL AND MADE AVAILABLE UPON REQUEST FOR LEVEL N MATERIAL. TEST REPORTS SHALL BE ANNOTATED BY THE SUPPLIER WITH THE BUYERS PURCHASE ORDER NUMBER, ITEM NUMBER, MATERIAL SPECIFICATION/REVISION (INCLUDING FORM AND CONDITION) AND SHALL INDICATE THE SAME HEAT AND LOT NUMBER, OR TRACEABILITY NUMBER THAT IS MARKED ON THE MATERIAL SUPPLIED FOR LEVEL 1 APPLICATIONS ONLY. 
*IF REQUIRED BASED UPON PRODUCTION DATE 

B). QQ-N-286 REVISION G WITH THE FOLLOWING MODIFICATIONS: REVISE PARAGRAPH 4.2.2.2 OF QQ-N-286G AS FOLLOWS; 

4.2.2.2 SLOW STRAIN RATE TENSILE TESTS. THREE SPECIMENS SHALL BE PREPARED AND TESTED PER LOT. SPECIMENS SHALL BE TAKEN AFTER THE FINAL HEAT TREATMENT. WHEN MATERIAL IS SHIPPED IN THE ANNEALED CONDITION, SPECIMENS MAY BE TAKEN AFTER FINAL ANNEAL AND SHALL BE HEAT TREATED IN ACCORDANCE WITH 4.3.6.1. 

4.2.2.2.1 BAR, ROD AND FORGINGS. SLOW STRAIN RATE TENSILE TEST SPECIMENS SHALL BE TAKEN FROM ONE END OF A BAR, OR FORGING AT THE QUARTER DIAMETER (HALF RADIUS) AND IN THE LONGITUDINAL DIRECTION. BARS, RODS OR FORGINGS TOO SMALL TO HAVE A SLOW STRAIN RATE TEST SPECIMEN TAKEN FROM THE QUARTER DIAMETER THAT ARE TAKEN FROM A LOT (SEE 4.2.1.3) THAT DOES NOT HAVE ANY LARGER SIZES SHALL HAVE THE SPECIMENS TAKEN FROM THE CENTER AND IN THE LONGITUDINAL DIRECTION. BARS, RODS OR FORGINGS TOO SMALL TO HAVE A SLOW STRAIN RATE TEST SPECIMEN TAKEN FROM THE CENTER THAT ARE TAKEN FROM A LOT (SEE 4.2.1.3) THAT DOES NOT HAVE ANY LARGER SIZES SHALL BE TAKEN FROM THE HEAT AT THE LATEST INTERMEDIATE ROLLING OR FORGING STEP THAT A SLOW STRAIN RATE TEST SPECIMEN CAN BE TAKEN FROM THE MID-RADIUS AND HEAT TREATED USING THE SAME HEAT TREATMENT PROCEDURES USED ON THE PRODUCTION HEAT. 

4.2.2.2.2 WIRE. SLOW STRAIN RATE TENSILE TEST SPECIMENS SHALL BE TAKEN FROM THE HEAT AT THE LATEST INTERMEDIATE ROLLING OR FORGING STEP THAT A SLOW STRAIN RATE TEST SPECIMEN CAN BE TAKEN FROM THE MID-RADIUS AND HEAT TREATED USING THE SAME HEAT TREATMENT IN ACCORDANCE WITH 4.3.6.1. 

4.2.2.2.3 SHEET AND PLATE. SLOW STRAIN RATE TENSILE TEST SPECIMENS SHALL BE TAKEN FROM ONE END OF A PLATE AT THE QUARTER THICKNESS AND IN THE LONGITUDINAL DIRECTION. PLATE TOO SMALL TO HAVE A SLOW STRAIN RATE TEST SPECIMEN TAKEN FROM THE QUARTER THICKNESS MAY HAVE THE SPECIMENS TAKEN FROM THE CENTER AND IN THE LONGITUDINAL DIRECTION. SHEET AND PLATE TOO SMALL TO HAVE A SLOW STRAIN RATE TEST SPECIMEN TAKEN FROM THE CENTER MAY HAVE THE SPECIMENS TAKEN AT THE LATEST INTERMEDIATE ROLLING STEP THAT A SLOW STRAIN RATE TEST SPECIMEN CAN BE TAKEN FROM THE QUARTER THICKNESS. REVISE PARAGRAPH 4.3.6.4.4 OF QQ-N-286G AS FOLLOWS: 

4.3.6.4.4 TEST LABORATORY: SLOW STRAIN TENSILE TESTING SHALL BE PERFORMED BY A NAVSEA APPROVED TEST LABORATORY. THE FOLLOWING IS A LISTING OF THE CURRENTLY APPROVED TEST LABORATORIES, ANY OF WHICH MAY BE USED AT THE VENDORS DISCRETION. 

HUNTINGTON ALLOYS, A SPECIAL METALS COMPANY 
ATTN: FRANK VELTRY 
3200 RIVERSIDE DRIVE 
HUNTINGTON, WV 25705 

METALLURGICAL CONSULTANTS, INC. 
ATTN: W.M. BUEHLER 
4820 CAROLINE 
P.O. BOX 88046 
HOUSTON, TX 77288-0046 

NAVAL SURFACE WARFARE CENTER, CARDEROCK DIV. 
ATTN: CHARLES ROE 
CODE 614 
9500 MACARTHUR BLVD. 
WEST BETHESDA, MD 20817-5700 

ATI ALLVAC-ALLEGHENY TECHNOLOGIES INC. 
ATTN: DR. W.D. CAO 
2020 ASHCRAFT AVE. 
MONROE, NC 28110 

MANNESMANN ROHRENWERKE MANNESMANN FORSCHUNGSINSTITUT (MFI) 
ATTN: DR. WEISS 
POSTFACH 251160 47251 
DUISBURG GERMANY 


WESTMORELAND MECHANICAL TESTING & RESEARCH, INC. 
OLD ROUTE 30, WESTMORELAND DRIVE 
P.O. BOX 388 WESTMORELAND DRIVE 
YOUNGSTOWN, PA 15696-0388 

REVISE PARAGRAPH 6.2 AS FOLLOWS: 

S) THE LABORATORY CONDUCTING THE SLOW STRAIN RATE TENSILE TESTING SHALL BE ONE APPROVED BY NAVSEA (SEE 4.3.6.4.4). 

NOTE: FIRST ARTICLE TESTING INVOKED ELSEWHERE IN THIS PURCHASE ORDER DOES NOT APPLY TO MATERIAL PRODUCED IN ACCORDANCE WITH REVISION G OF QQ-N-286. TEST REPORTS FOR EACH HEAT AND LOT OF MATERIAL FURNISHED SHOWING ACTUAL RESULTS OF CHEMICAL ANALYSIS, MECHANICAL PROPERTY TESTING AND SLOW STRAIN RATE TENSILE TESTS REQUIRED BY THE SPECIFICATION SHALL BE FURNISHED FOR LEVEL 1 MATERIAL AND MADE AVAILABLE UPON REQUEST FOR LEVEL N MATERIAL. TEST REPORTS SHALL BE ANNOTATED BY THE SUPPLIER WITH THE BUYERS PURCHASE ORDER NUMBER, ITEM NUMBER, MATERIAL SPECIFICATION/REVISION (INCLUDING FORM AND CONDITION) AND SHALL INDICATE THE SAME HEAT AND LOT NUMBER, OR TRACEABILITY NUMBER THAT IS MARKED ON THE MATERIAL SUPPLIED FOR LEVEL 1 APPLICATIONS ONLY. FIGURE 4: DELETE CAPTION AND REPLACE WITH "TEMPLATE FOR SLOW STRAIN RATE FRACTURE TEST EVALUATION. CONCENTRIC CIRCLES 2.5000", 1.5625", AND 0.6250" IN DIAMETER IN A 3.5" BY 4.5" FRAME."







