
Item No:



Base Line Spec No: 111-001



Function: R




Date: 



DSN:



Vessel:



Originator/Writer:

1.  Item Name:  HULL SHELL PLATING; RENEWAL 

2.  Scope of Work:
2.1  Location of Work: Exterior hull, port side. 

2.2  Identification:
2.2.1  Welded side shell plate F15, Port.

2.2.2  Welded partial side shell plate F16, Port.

2.2.3  Riveted bilge plate D14, Port.

2.3  Intent: Renew eroded shell plating in a manner compatible with the ship's original construction. 
3. Work Description:

3.1  Production work described by this CLIN shall begin when tanks _______, ______ and ______ have been cleaned and certified "Safe for Men/Safe for Hot Work".
3.2  Provide access, such as internal and external staging, for accomplishment of all plating renewals.

3.2.1  Re-arrange dry-dock blocks in order to provide access for renewal of bilge plate D14 Port.
3.3  Remove side shell plate F15 Port in its entirety from the erection butt six inches forward of frame 111 to the erection butt six inches forward of frame 116; from the builder's longitudinal seams joining F15 Port to the E Strake and G Strake; and from all internal members. 

3.4  Partially remove side shell plate F16 Port from the erection butt six inches forward of frame 116 to a new vertical butt six inches forward of frame 118; from the builder's longitudinal seams joining F16 Port to the E Strake and G Strake; and from all internal members.

3.5  Remove partially-riveted bilge plate D14 Port in its entirety from the erection butt six inches forward of frame 106 to the erection butt six inches forward of frame 111; from the builder's longitudinal seams joining D14 Port to the E Strake and G Strake plating; and from all internal members.

3.6  Remove excess metal to create clean landing surfaces for the new plates which will allow correct alignment. At each corner, remove builder's existing longitudinal seams and vertical butts for a distance of 12 inches.

CHECK POINT – (Certification Documents)
3.6.1  Present original American Bureau of Shipping documents certifying manufacture of the steel plate intended for installation in this work specification CLIN. 

3.7  Plate Renewal.

3.7.1  Coat new structural steel in accordance with Specification 631-001.R, Painting and Cleaning. 

3.7.2  Fabricate, erect and regulate a new plate F15 Port of ABS grade _____ steel, __,_# per square foot whose ultimate dimensions will be __ feet __ inches by __ feet __ inches. Fit new plate to correct dimensional tolerances as required by Reference 5.1.

3.7.3  Fabricate, erect and regulate a new partial plate F16 Port of ABS grade _____ steel, __,_# per square foot whose ultimate dimensions will be __ feet __ inches by __ feet __ inches. Fit new plate to correct dimensional tolerances as required by Reference 5.1.

3.7.4  Fabricate, shape, erect and regulate a new plate D14 Port of ABS grade _____ steel, __,_# per square foot whose ultimate dimensions will be __ feet __ inches by __ feet __ inches. Fit new plate to correct dimensional tolerances as required by Reference 5.1.

CHECK POINT – (ABS Examination)

3.7.4.1
 Present fit-up (correct root opening, bevel and dimensions) of newly-installed shell plates to ABS Surveyor for acceptance before beginning weld process.

CHECK POINT – (USCG Approval)

3.7.4.2
Present weld procedure to USCG Inspector and obtain his approval. Present sequence for installation and stress relief of welded and riveted joints to USCG Inspector for his approval. Both USCG approvals must be obtained before the Contractor begins the processes of riveting or welding in these plate installations.

3.8  Install new plate F15 Port and new partial plate F16 Port by welding, duplicating the builder's welding procedure in style and size. Mechanically clean weld metal between passes.

3.9  Mechanically clean to power tool standard SSPC SP- ___, the faying surfaces of joints to be riveted on plates D14 Port, C14 Port and E14 Port. Install new plate D14 Port by riveting using 2 inch diameter grade ______ cone head rivets. Renew welded joints duplicating the builder's welding procedure in style and size. Mechanically clean weld metal between passes.

CHECK POINT – (ABS Examination)
3.9.1  Present root weld pass to ABS Surveyor for his approval before continuing remaining weld process.

CHECK POINT – (ABS Examination)

3.9.2  Where builder's weld procedure specifies full penetration weld; upon back-gouging interior side of plate weldment, mechanically clean excavated root pass and conduct non-destructive testing such as magnetic particle inspection or dye penetrant inspection for examination by ABS Surveyor before continuing remaining weld process.

CHECK POINT – (ABS Hose Test)
3.9.3  Upon completion of plate installation and before application of coatings, conduct 100 psi hose test to all exterior weldments. 
3.9.4  Conduct air test of tanks.

4.  Performance Criteria/Deliverables

4.1  ABS Certification documents for replacement steel plate.
4.2  ABS examination of replacement steel plate fit-up prior to production welding.
4.3  USCG approval of Contractor's weld process before welding is allowed to begin.

4.4  ABS examination of weld root pass.

4.5  ABS examination of back-gouged weldment, including non-destructive testing of excavated weld.

4.6  ABS examination of hose test of newly-installed plate prior to repair of coatings.

4.7  Air test of tanks _____, _____ and ______. 
5. References
5.1  New York Shipbuilding Corp. Drawing 485-221-2 ALT. 14, BOTTOM SHELL PLATING TO "E" STRAKE INCL., AFT FR. 107


5.2  New York Shipbuilding Corp. Drawing 485-207-BC ALT. 2, OUTBOARD & INBOARD PROFILES
5.3  Specification 631-001.R, Painting and Cleaning. 

6.  Notes: 

6.1  Person drafting specifications for plating renewals must consult builder's drawings for presence of high strength or special steels. Paragraph 3 of this BASPEC and other areas must, if such materials are present, be augmented to include pre-heat, stress relief and other procedures designated by the builder. 
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