NUMBER: 60-77

TITLE: Welding and Brazing Procedure Approval

SCOPE: Requirements for Military and Commercial Welding and
Brazing

ACRONYMS:

ACN (Advance Change Notice)

AWS (American Welding Society)

BPMI (Bechtel Plant Machinery Incorporated)

BPS (Brazing Procedure Specification or Brazing Procedure)
HII-NNS / NNS (Huntington Ingalls Industries - Newport News
Shipbuilding)

NAVSEA (Naval Sea Systems Command)

NDT (Non-Destructive Testing)

PQOR (Procedure Qualification Record)

QOMS (Quality Management System)

RT (Radiographic Test)

SPARS VES (Shipbuilder Partners and Suppliers Virtual
Enterprise Server)

SUPSHIP (Supervisor of Shipbuilding)

SSGR (SUPSHIP Groton)

SSNN (SUPSHIP Newport News)

VIR (Vender Information Request)

VPAR (Vender Procedure Approval Request)

VT (Visual Test)

WPQ (Welder Performance Qualification Records)

WPS (Welding Procedure Specification or Weld Procedure)

CLAUSE: The requirements contained herein shall apply to the
prime supplier and their subcontractor(s) procedures related
to military and commercial welding and brazing used in
fulfilling the requirements of this purchase order.
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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 (30) 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 supplier's expense. Suppliers must work to
the most recent approved revision of their procedure listed in
the corrective action block for electronic VPAR's or block 13
of the paper version. Each VPAR approval for a new procedure
revision supersedes the previous approval.

E) ** WARNING** Procedures shall be submitted to the buyer
electronically through the SPARS VPAR system when required by
Section I.H. Submittal shall include the items in Section I.L
below at a minimum.



F) The following is a list of documents invoked on this
purchase order through this standard clause. To assist
subcontractors in meeting the requirements of the Purchase
Order, the following minimum documents shall be flowed down to
the applicable subcontractor: (Contact the buyer for copies of
any Electric Boat specifications)

1) Electric Boat Specification EB-5341, "Casting,
Welding, Non-Threaded Mechanical Fastening and Allied
Processes"

2) Electric Boat Specification EB-4186, "Welding: Repair
of Base Material, Procedure Approval, Welder Qualification and
Workmanship Training"

3) Electric Boat Specification EB-4906, "Vendor
Requirements for Submerged Arc Welding of HY-80, HY-100, and
HSLA-80 Steels™

4) Electric Boat Specification EB-5877, "Use of American
Welding Society-NAVSEA Standard Welding Procedure
Specifications for Naval Applications for Suppliers or
Sub-Suppliers"

5) WPS and PQR approval documents and approved VPAR.

o) For other specifications, the effective revision shall
be the latest revision noted in the Universal Specification
Effectivity Index (in compliance with electric boat standard
clause 60-11 "Effective Revisions of Specifications"). Report
for the appropriate class (VA or CLB) shall be utilized.

G) COMMERCIAL WELDING AND BRAZING: When this Standard Clause
is invoked on applications permitting welding and brazing to
commercial specifications or commercial best practice, WPS and
BPS shall be submitted to the buyer on a VPAR in accordance
with the requirements of this clause.

H) WPS or BPS and supporting PQR(s) shall be submitted when
any of the following applies:

1) The procedure and supporting PQR(s) 1is new or has not
been previously approved.

2) The previously approved procedure has been revised.
Submittal is required for administrative only revisions.

3) The previously approved procedure was limited to a
single purchase order or single application, as defined in the
corrective action block for electronic VPARS (or block 13 of
the paper VPAR) and there is a need for the procedure to be
used on a different purchase order or application.



4) If the procedure approval is only for a drawing
number, 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, BPMI E-sheet, etc.

I) Procedures are not required to be submitted for the
following cases:

1) Procedures which have previously received 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. This
includes subcontracted supplier's procedures previously
approved by EB through a different supplier.

2) When specifically exempted by NAVSEA approved
specifications, drawings (as allowed by fabrication
documents), or as otherwise approved by EB.

J) 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).
K) Only one WPS/BPS (including supporting qualification

data, test reports and previous approval information) per VPAR
shall be submitted. More than one supporting PQR may be
submitted with a VPAR, as necessary, 1in support of a single
WPS/BPS.

L) 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 for both NDT and
destructive testing.

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.
Include one of the following statements of approval in the
VPAR submittal for each PQR as specified below:

i. "POR (s) 'PQR number(s)' is/are not approved by
NAVSEA or its NAVSEA authorized representative."
ii. "PQR(s) 'PQR number(s)' is/are previously approved

by NAVSEA or its NAVSEA authorized representative."

a) In the cases where the PQR(s) is/are approved,
specify if they were previously approved through either
Electric Boat, Newport News Shipbuilding, Bechtel Plant
Machinery Incorporated, or a NAVSEA authorized representative.
The submittal shall also include the supporting qualification
data and any approval documentation (i.e. a NAVSEA letter of
approval, a NAVSEA authorized representative letter of
approval, NNS form 9014, BPMI E-sheet, etc).

M) 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.

IT) VPAR APPROVAL LIMITATIONS:

A) 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/or 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) FEach new VPAR approval for a new procedure revision
supersedes the previous revision approval.

i. The use of earlier revisions of a procedure 1is
prohibited unless use is specifically approved by the buyer.
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.
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 prohibited.

ITT) FABRICATION AND QUALIFICATION DOCUMENT APPLICABILITY:

A) Welding and brazing shall be performed in accordance with
EB-5341.
B) The effective document and revision, including

modifications thereto, 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 from NAVSEA or
a NAVSEA authorized representative for an ungrouped 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, 1f a listed base material specification 1is
found to be obsoclete and points to a replacement
specification, a VIR shall be submitted to the Buyer for
approval to use the replacement specification if it has not
previously been approved to an S or P group material. If a
listed filler 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 to an A or F group material.



D) The NAVWELD software (see Section VIII) contains a
listing of materials approved to be listed, by group numbers.
This list includes reference to the approval documents for the
material grouping.

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 PQR(s) shall be written in
accordance with the applicable NAVSEA technical publication or
applicable commercial requirements and requirements in this
purchase order.

B) The VPAR Instruction Brochure provides direction for
electronic processing of VPARs and aid in qualifying,
documenting, and developing welding and brazing procedures
acceptable for use in the production of submarines and
associated hardware.

1) The instruction brochure can be found on the purchase
order information page under suppliers on the EB website at
https://www.gdeb.com/suppliers/6 purchase order info/general/.
NAVWELD (see Section VIII) is an additional resource available
to greatly aid in preparing and presenting qualification and
welding or brazing procedure information.

2) The VPAR Instruction Brochure includes (but is not
limited to) the following topics:

i. VPAR Processing

ii. Requirements for PQRs

iii. Requirements for Revising PQRs

iv. Approval of PQRs

V. Requirements for a Welding Procedure, WPS

vi. Commercial, Commercial Practice, and other Welding
or Brazing

vii. Drawings: Military, Commercial and Other

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 with the exception of NAVSEA
S9074-AR-GIB-010/278 and NAVSEA T9074-AD-GIB-010/1688
procedures that 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: (See the VPAR
Instruction Brochure for more information)

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 unigque 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.q.

MIL-STD-2035, revision A, class 1)



iid. Destructive test performance standard and
revision (e.g. AWS B4.0, 2016)

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 separate VPAR ahead of the welding procedure VPAR in
accordance with the following: (See the VPAR Instruction
Brochure for more information)

i. The RT VPAR shall be approved prior to submittal of
the WPS VPAR.
ii. PQOR 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 qgquenching
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 attached to the RT 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 / name

C. WPS number / name

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



Filler material type
Joint thickness
Joint form (plate / pipe)
1. If the test assembly received PWHT, the RT
VPAR shall identify if PWHT was performed before or after RT.

U

vi. The RT VPAR shall include the RT inspection report
in the initial submission.
vii. 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 1.

b. For MIL-STD and PPD qualifications, the
performance and acceptance standard shall be NAVSEA
T9074-AS-GIB-010/271 or MIL-STD-271F and MIL-STD-2035A class I
respectively with modifications from EB-5341.

viii. 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.

ix. 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 buyer. 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 AND 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) PQOR/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. PQOR
date and a new certification date shall be applied when
corrections are made.

VIIT) 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
subcontracted suppliers.

D) To obtain access to NAVWELD or NAVNDT (see Section X),
contact Troy Paskell at paskell@weldgc.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 regquirements 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) NAVSEA T9074-AD-GIB-010/1688

4) ABS/ NVR - 2007

5) NAVSEA 0900-LP-001-7000

6) 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 SUBMERGED ARC WELDING
OF HY-MATERIALS AND REPATR OF BASE MATERIALS:
A) 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. Any deviations
from EB-4906 must be submitted to the buyer for review and
approval.

B) Repair of base materials:

1) Weld repair of base materials shall be conducted in
accordance with the requirements of EB-4186.

2) 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 SPARs
system. 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

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.

XT) HUNTINGTON INGALLS INDUSTRIES NEWPORT NEWS OPERATIONS
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
XIT.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 supplier's 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.

XIIT) TRANSFER OF WELDING AND BRAZING PROCEDURE
QUALIFICATION BETWEEN SITES OF ON ACTIVITY:

A) Per NAVSEA Technical Publication S9074-AQ-GIB-010/248
paragraph 3.1.3, "The term activity refers to all sites of an
organization, under the same quality assurance management and
using the same quality assurance plan, performing work to
which this document is applicable. The quality assurance
manual shall contain a paragraph approved by an authorized
representative, specifically addressing the transfer of
qualified procedures from one site to another within the
activity."

B) In the instance a supplier needs to transfer their
welding or brazing procedure qualification (per
S9074-AQ-GIB-010/248 paragraph 4.2.10.1 and 6.3.7.1) and EB
qualified procedures between sites the supplier shall submit a
VIR to the buyer 6 months ahead of the need to use the
procedure (s) at the new site. The VIR detailing the transfer
between sites shall include at a minimum the following:

1) A copy of the activity's quality assurance manual that
includes a section addressing the transfer of qualified
procedures from one site to another and a list of all involved
sites. If the quality assurance manual has already received
approval from a NAVSEA authorized representative, proof of
approval shall be submitted to the buyer in the VIR pending
approval of the transfer of gualified procedures.

2) An organizational chart that displays the unique roles
for the sites and highlights the roles that have reporting



structure that establishes the overall supplier, to wvalidate
paragraph XIII.3 below.

3) The supplier shall have the same Quality Management
System (QMS) between sites and shall identify that the
applicable sites of the supplier are under the same QMS or
justification for acceptability if the applicable sites are
not under the same QMS in the VIR.

4) A list and copies of previously qualified procedures
with associated approvals that the supplier will be
transferring.

C) The Supplier shall submit an interpretation VIR for all
mergers, name changes, and relocations. These situations do
not always constitute a change in activity according to
S9074-AQ-GIB-010/248 section 3.1.3, in which case
S9074-AQ-GIB-010/248 sections 4.2.10 and 6.3.7 would not
apply. An interpretation VIR shall be submitted for guidance
and will also serve as OQE when requalification is not
required.

XIV) USE OF AWS NAVSEA SWPS-N PROCEDURES PER EB-5877:

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.
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