
1227052

Department of Energy 6
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Ms. J. A. Hedges, Program Manager
Nuclear Waste Program
State of Washington 62014
Department of Ecology
3100 Port of Benton
Richland, Washington 99354

Dear Ms. Hedges:

COMPLETION OF HANFORD FEDERAL FACILITY AGREEMENT AND CONSENT
ORDER (TRI-PARTY AGREEMENT) MILESTONE M-089-06-TO1

Tri-Party Agreement Milestone M-089-06-TO1, "Submit the 30% design of the closure of mixed
waste units in the 324 building REC B cell, REC D-cell, and high level vault and low level vault
that includes a schedule to complete the design," due September 30, 2014, is complete. This
milestone consists of the 30 percent design for remediation of the high radiation dose portion of
waste site 300-296 (contamination under 324 B-cell) and the 30 percent design for removal of
hot cells and vaults. The 30 percent design for 300-296 remediation was prepared for
Washington Closure Hanford LLC (WCH) by AREVA Federal Services as part of the current
ongoing design effort. The 30 percent design for hot cell removal was prepared for WCH by
Northwest Demolition and Environmental in 2010.

Attachment 1 provides a summary description of the milestone deliverable package.
Attachments 2, 3, and 4 provide the 30 percent design for 300-296 remediation, the 30 percent
design for hot cell removal, and the schedule for completion of the design, respectively.

If you have any questions, please contact me or your staff may contact R. F. Guercia, of my staff,
on (509) 376-5494.

Sincerely

Mark S. frenc Director
AMRP:RFG River Co" 'r Division

Attachments

cc w/attachs: See Page 2
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Attachment 1 

Milestone Description: TP A Milestone M-089-06-TO 1 (Target Milestone Due Date: 
September 30, 2014) 

Submit the 30% design of the closure of mixed waste units in the 324 building REC B
Cell, RECD-Cell, and high level vault and low level vault that includes a schedule to 
complete the design. 

Background/History: 

The Hanford Site, located adjacent to and north of Richland, Washington, is operated by 
the U.S. Department of Energy, Richland Operations Office (RL). The 324 Building is 
located in the 300 Area of the Hanford Site. The 324 Building was constructed in the 
1960s to support materials and chemical process research and development activities 
ranging from laboratory/bench-scale studies to full engineering-scale pilot plant 
demonstrations. In the mid-1990s, it was determined that dangerous waste and waste 
residues were being stored without a permit for greater than 90 days in portions of the 
324 Building Radiochemical Engineering Complex (REC) and the High-Level 
Vault/Low-Level Vault (HLV/LLV) Tanks. 

Through the Hanford Federal Facility Agreement and Consent Order (Tri-Party 
Agreement) Milestone M-89 (Ecology, et al., 1996), agreement was reached to close the 
non-permitted RCRA unit in the 324 Building. A RCRA closure plan, DOE/RL-96-73, 
Rev. 3, dated August 2005, addresses the identified building areas requiring closure and 
provides commitments to achieve the highest degree of compliance practicable, given the 
special technical difficulties of managing mixed waste that contains high-activity 
radioactive materials and the physical limitations of working remotely in the areas within 
the subject closure unit. 

Deactivation and demolition preparations were performed at 324 Building from 2005 
through 2009 by Washington Closure Hanford (WCH) as part of the River Corridor 
Closure Contract DE-AC06-05RL14655. In parallel with these preparations, WCH 
awarded a subcontract to Northwest Demolition and Environmental (NWDE) in 
February, 2010 to prepare the design and execute the removal of the REC Hot Cells and 
HLV/LLV. The 30% design for hot cell removal was approved by WCH in July, 2010. 

Late in 2009, during removal of highly radioactively contaminated grout from the sump 
and trench in the 3 24 REC B-Cell, a visible breach was discovered in the stainless steel 
liner of the B Cell sump. This newly discovered condition resulted in the need to check 
for potential radioactive materials under the hot cell prior to initiating removal. To 
access the area under the hot cell, WCH deactivated and demolished the 324 Maintenance 
Annex/Pad on the north side of the 3 24 Building. This area was excavated to 
approximately -15' below grade and a hydraulic push rig was used to insert a series of 
closed-end steel tubes called "Geoprobes" under the hot cell. Placement of the first probe 
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was completed in November 2010. Radiation detectors were inserted into the probes to 
measure radioactivity in the soil. Very high levels of radiation (up to nearly 10,000 R/hr) 
were detected in the tubes, leading WCH to conclude that significant amounts of 
radioactive material had leaked from B Cell into the soil. Subsequent sampling of 
contaminated soil confirmed this conclusion. As a result, ongoing activities to deactivate 
the building were placed on hold pending a design and remediation of this newly 
discovered waste site. 

Upon discovery of the new waste site, the NWDE contract for removal of the hot cells 
was cancelled. 

In April 2013, TPA milestone M-89-06-TOl was established (target date September 30, 
2014): "Submit the 30% design of the closure of mixed waste units in the 324 building 
REC B-Cell, REC D-Cell, and high level vault and low level vault that includes a 
schedule to complete the design." 

As discussed between RL and Ecology (CCN 176836, dated August 18, 2014, the 30% 
design of closure of mixed waste units consists of the 30% design for remediation of the 
high radiation portion of the 300-296 Waste Site (waste site under 324 B-Cell) and the 
30% design for removal of the 324 Building hot cells and vaults. This letter report 
provides a summary description linking the two portions of the design and describes how 
they fulfill the 30% design of the closure of the mixed waste units (B-Cell, D-Cell, HLV 
and LLV and associated piping). 

Discussion: 

As described in DOE/RL-96-73, Rev. 3, the RCRA closure of mixed waste units in the 
324 Building requires removal ofB-Cell, D-Cell, HLV, LLV and associated piping, and 
removal of soil to a depth of 0.5 meter under the TSD unit foot print. Furthermore, 
National Priorites List Change Agreement NPL-141, signed November of 2007, 
established the enforceable sections of the Closure Plan closure as those performance 
standards contained Chapter 6.0, and Table 6-1, and P.E. certification requirement in 
Section 7.9. Remediation of the highly contaminated portion of waste site 300-296, 
Highly Contaminated Soil Under 324 B-Cell, is a necessary predecessor to the safe 
removal of the hot cells because the soil underlying B Cell contains very high 
concentrations of radioactive Cs-13 7 and Sr-90, and would potentially expose workers to 
lethal dose rates if the most contaminated portions of the waste site were not handled in a 
shielded facility. Unacceptable airborne releases and offsite dose consequences could 
also result if the material were not handled in an appropriately designed nuclear facility. 
For these reasons, the design for remediation of the most highly contaminated portion of 
300-296 is a necessary component of the overall closure of the mixed waste units. 

The highly contaminated portion of the waste site is currently defined as soil at a depth 
less than 10' below the B-Cell floor [final elevation -22'6" below grade] and having a 
general area soil dose rate exceeding 1 R/hr gamma. (Localized hot spots <3' diameter 

Page 2 of3 



are allowed to remain in soil). Contamination areas beyond 10' in depth or greater than 
2' outside the inner B-Cell shield wall are not included in the initial phase of 300-296 
remediation. Adjustments to the definition may be made based on advances in 
techniques for open-air soil remediation or on additional characterization of the waste 
site. Figure 1 provides a graphic representation of the waste site. 

Figure 1. Highly Contaminated Portion of Waste Site 300-296 

After remediation of the highly contaminated soil, the waste site will be temporarily 
backfilled to the level of the B cell footings. 

As part of remediation of the waste site, retrieved materials will be placed in hot cells 
within the REC and stabilized with grout. Some portion of the material may be removed 
by packaging in shielded containers and removing through the airlock for disposal at the 
Environmental Restoration Disposal Facility or other appropriate locations. 

After completion of highly contaminated waste site remediation and stabilization of the 
material, the facility will be in a status similar to the assumed starting point before 
discovery of the waste site. Therefore, for purposes of closure, the execution of hot cell 
removal similar to the previously awarded NWDE contract, followed by minor below 
grade removal of any remaining portions of the RCRA unit and 0.5 meters of soil under 
the unit, would constitute closure consistent with DOE/RL-96-73, Rev 3 and NPL-141. 

In accordance with Milestone M-89-06-TOl, this transmittal consists of the 30% Design 
for remediation of the highly contaminated portion of 300-296 (Attachment 2), the 30% 
Design for Hot Cell Removal (Attachment 3), and a schedule for completion of the 300-
296 Remediation design (Attachment 4). Completion of the hot cell removal design will 
be addressed as part of milestone M-89-06 (June 30, 2016). 
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Attachment 3 

















































WCHDedicated To Safety Excellence
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REC AREA

SMF AREA

HLV/LLV

60% SUBMITTAL SET

mdsimond
Text Box
For improved legibility this sheet has been replaced with the corresponding sheet from the 60% Design.  











WCHDedicated To Safety Excellence
ONTRACTCLOSURECORRIDORCIVERR

EXCEPT AS OTHERWISE SPECIFIED, ALL WORK SHALL BE  IN ACCORDANCE WITH
THE LATEST VERSION OF THE FOLLOWING CODES AND STANDARDS,  TOGETHER
WITH THE CURRENT SUPPLEMENTS AND ADDENDA PERTAINING  THERETO:

THE AMERICAN INSTITUTE OF STEEL CONSTRUCTION "SPECIFICATIONS  FOR
STRUCTURAL STEEL BUILDINGS," ANSI / AISC 360-05

THE AMERICAN INSTITUTE OF STEEL CONSTRUCTION "CODE OF  STANDARD
PRACTICE FOR STEEL BUILDINGS AND BRIDGES", AISC 303-05

THE RESEARCH COUNCIL ON STRUCTURAL CONNECTIONS "SPECIFICATION
FOR STRUCTURAL JOINTS USING ASTM A 325  OR A 490 BOLTS"

THE AMERICAN WELDING SOCIETY, "STRUCTURAL  WELDING CODE",
AWS-D1.1-06

ALL MATERIALS SHALL BE NEW AND CONFORM  TO THE FOLLOWING
SPECIFICATIONS UNLESS OTHERWISE NOTED:

THE SUB-CONTRACTOR SHALL HAVE A WRITTEN QUALITY CONTROL PROGRAM,
APPROVED BY BIGGE, UNDER WHICH ALL WORK SHALL BE PERFORMED.
ANY DEFECTS DISCOVERED IN THE RAW STRUCTURAL MATERIALS DURING
FABRICATION SHALL BE IMMEDIATELY REPORTED TO BIGGE AND THE
PRODUCING MILL SHALL BE CONTACTED FOR REPLACEMENT.  SHOULD TIME
NOT PERMIT REPLACEMENT, THE CONTRACTOR SHALL SUBMIT A WRITTEN
REPAIR PROCEDURE TO BIGGE FOR APPROVAL.  FABRICATION UTILIZING THE
AFFECTED MATERIAL SHALL NOT PROCEED UNTIL WRITTEN APPROVAL OF THE
REPAIR PROCEDURE HAS BEEN RECEIVED FROM BIGGE.

MATERIALS, PROCEDURES, OR WORKMANSHIP NOT CONFORMING TO THE
PROVISIONS OF THE DRAWINGS OR THESE NOTES MAY BE CONSIDERED
DEFECTIVE AND CAN BE REJECTED BY BIGGE AT ANY TIME DURING THE
PROGRESS OF WORK.  REJECTED MATERIAL AND WORKMANSHIP SHALL BE
REPAIRED OR REPLACED IN A MANNER APPROVED BY BIGGE.  THE COST OF THIS
WORK, INCLUDING RETESTING AND INSPECTION, SHALL BE THE CONTRACTORS
RESPONSIBILITY, AND NO EXTENSION OF TIME SHALL BE GRANTED BECAUSE OF
SUCH WORK.

ALL WORK SHALL BE PERFORMED IN A MANNER CONSISTENT WITH THE
MANUFACTURE OF HIGH GRADE MACHINERY.

EVERY WELD SHALL BE PERFORMED IN ACCORDANCE WITH A WRITTEN
PROCEDURE THAT CONFORMS TO THE REQUIREMENTS OF AWS D1.1.  THE
CONTRACTOR SHALL SUPPLY COPIES OF ALL WELD PROCEDURES, AND THE
TEST RESULTS OF WELD PROCEDURES QUALIFIED BY TESTING, TO BIGGE.

EXCEPT FOR PREQUALIFIED WELD PROCEDURE SPECIFICATIONS (WPS) IN
CONFORMANCE WITH AWS D1.1, SECTION 3, A WPS FOR USE IN PRODUCTION
WELDING SHALL BE QUALIFIED IN CONFORMANCE WITH THE REQUIREMENTS
FOUND IN AWS D1.1, SECTION 4, PART A, B, AND D.

WELDERS AND WELDING OPERATORS SHALL HAVE CURRENT CERTIFICATIONS
FOR THE MATERIALS, PROCESSES, AND PROCEDURES TO BE USED, IN
ACCORDANCE WITH AWS D1.1, SECTION 4, PART C.  A COPY OF EACH WELDER'S
CERTIFICATION SHALL BE SUBMITTED TO BIGGE PRIOR TO THEIR
PERFORMANCE OF ANY WORK.  EACH INDIVIDUAL SHALL BE ASSIGNED A
UNIQUE IDENTIFICATION MARKER, AND SHALL MARK EACH WELD THEY
PERFORM.  THE CONTRACTOR SHALL MAINTAIN A LIST OF IDENTIFICATION
MARKERS AND PROVIDE A FINAL COPY TO BIGGE AT THE COMPLETION OF
WORK.

THE SUB-CONTRACTOR SHALL CONSTRUCT A WELD MAP DOCUMENT TO
IDENTIFY ALL WELDS ON EACH COMPONENT OF THE PROJECT.  COPIES OF
WELD MAPS SHALL BE SUPPLIED TO BIGGE AS EACH COMPONENT IS
COMPLETED.  THESE DOCUMENTS SHALL CONTAIN THE FOLLOWING
INFORMATION AS A MINIMUM:

IDENTIFICATION OF THE WELD PROCEDURE USED TO EXECUTE THE WELD
CONFIRMATION THAT THE WELDED COMPONENTS WERE PROPERLY FIT UP
AND POSITIONED FOR WELDING
WELDER IDENTIFICATION AND DATE OF WELD PERFORMANCE
CONFIRMATION THAT PREHEAT TEMPERATURE, INTERPASS
TEMPERATURE, AND COOLING REQUIREMENTS IDENTIFIED IN THE WELD
PROCEDURE HAVE BEEN COMPLIED WITH
INSPECTOR IDENTIFICATION AND DATE OF EACH WELD ACCEPTANCE

BACKING BARS LEFT IN PLACE SHALL HAVE MILL SCALE COMPLETELY
REMOVED IN THE ROOT WELD AREA PRIOR TO WELDING, AND SHALL HAVE
COMPLETE FUSION WITH THE WELD JOINT.

PARTS TO BE JOINED BY FILLET WELDS SHALL BE BROUGHT INTO AS CLOSE
CONTACT AS PRACTICABLE.  WELD LEG LENGTHS SHALL BE INCREASED
ACCORDINGLY IF GAPS EXCEED SPECIFIED CODE LIMITS.

THE MINIMUM EXTENT OF NONDESTRUCTIVE TESTING (NDT) PERFORMED BY
THE SUB-CONTRACTOR SHALL BE AS INDICATED BELOW.  ADDITIONAL TESTING
REQUIREMENTS MAY BE INDICATED ON THE DRAWINGS.  WELD ACCEPTANCE
CRITERIA SHALL CONFORM WITH AWS D1.1.  FOR INSPECTIONS LESS THAN
100%, THE MAJORITY OF INSPECTION SAMPLING SHALL BE IN AREAS MOST
LIKELY TO DEVELOP CRACKS, SUCH AS WELD START AND STOP LOCATIONS,
WELD BEGINNINGS AND ENDS, AND AT WELDS AROUND CORNERS.

ADDITIONAL NONDESTRUCTIVE TESTING:

ALL WELDS: 100% VISUALLY INSPECTED (VT)
FILLET AND PJP WELDS: 25% MAGNETIC PARTICLE TESTING (MT)
CJP WELDS: 100% ULTRASONIC TESTING (UT)

25% MT

REJECTION OF ANY PORTION OF WELD INSPECTED ON A LESS THAN 100%
BASIS SHALL REQUIRE INSPECTION OF 100% OF THAT WELD.

WELD INSPECTORS SHALL BE CERTIFIED IN ACCORDANCE WITH THE CURRENT
EDITION OF THE AMERICAN SOCIETY FOR NONDESTRUCTIVE TESTING (ASNT)
RECOMMENDED PRACTICE NO. SNT-TC-1A.  INSPECTORS SHALL HAVE AN NDT
LEVEL II CERTIFICATION, OR AN NDT LEVEL I CERTIFICATION AND WORK UNDER
THE SUPERVISION OF AN NDT LEVEL II INSPECTOR.

WELD INSPECTORS SHALL COMPLETE DAILY LOGS OF THEIR INSPECTION
ACTIVITIES, FILL OUT INSPECTION REPORTS CONSISTENT WITH THE
INFORMATION REQUIRED IN AWS D1.1 CHAPTER 6, AND AS INSPECTIONS ARE
PERFORMED RECORD THE INSPECTION STATUS OF EACH WELD ON THE WELD
MAP DOCUMENTS AS DESCRIBED ABOVE.

THE SUB-CONTRACTOR SHALL DEVELOP A SYSTEM FOR THE CORRECTION OF
NON-CONFORMING WELDS.  THE SYSTEM SHALL IDENTIFY AND MARK THE
PHYSICAL LOCATION OF THE NON-CONFORMING WELD, DIRECT APPROPRIATE
CORRECTIVE ACTION CONSISTENT WITH THE REQUIREMENTS OF AWS D1.1,
NOTIFY THE WELDER OR WELD OPERATOR WHO PERFORMED THE WELD OF
THE NON-CONFORMITY, AND RE-TEST AND CERTIFY THE WELD TO BE
ACCEPTABLE.  COPIES OF DOCUMENTS CREATED IN SUPPORT OF THIS
SYSTEM, INCLUDING NOTICE OF NON-CONFORMANCE, TESTING, AND
RECERTIFICATION DOCUMENTS SHALL BE PROVIDED TO BIGGE.

UNLESS OTHERWISE NOTED, ALL EXTERIOR SURFACES AND INTERIOR
SURFACES EXPOSED TO WEATHER SHALL BE BLAST CLEANED AND PAINTED
WITH FIRST AND SECOND COATS OF THE CHOSEN PAINT SYSTEM.  ALL
INTERIOR SURFACES NOT EXPOSED TO WEATHER, INCLUDING THE
ACCESSIBLE INTERIOR OF LARGE WELDMENTS, SHALL BE BLAST CLEANED AND
PAINTED WITH THE FIRST COAT OF THE CHOSEN SYSTEM.  PAINT SHALL BE
EXCLUDED FROM PINS, PIN HOLES, BEARING SURFACES,FIELD WELD
LOCATIONS AND FAYING SURFACES UNLESS OTHERWISE INDICATED ON THE
DESIGN DRAWINGS.  TOUCH UP SHALL BE PER SELECTED PAINT SYSTEM
MANUFACTURER'S GUIDELINES.

THE FINISHED COAT SHALL BE INDUSTRIAL ENAMEL, COLOR PANTONE No. 281C
BLUE AND SHALL HAVE A MINIMUM DRY MIL THICKNESS OF 2 MILS.

DIRT, OIL, GREASE, AND CHEMICAL CONTAMINATION SHALL BE REMOVED BY
SOLVENT WASHING OR OTHER SUITABLE MEANS FROM ALL SURFACES BEFORE
THEY ARE CLEANED IN PREPARATION FOR PAINTING.

BASE SYSTEM:  ALL STEEL TO BE PAINTED SHALL BE BLAST CLEANED TO THE
REQUIREMENTS OF SSPC-SP6, COMMERCIAL BLAST CLEANING.  PAINTING
SHALL CONSIST OF A FIRST COAT OF RUST INHIBITIVE ALKYD PRIMER AND A
SECOND COAT OF ACRYLIC-MODIFIED ALKYD RESIN.  BOTH COATS SHALL HAVE
A 1.5 TO 2 MILS DRY FILM THICKNESS.

OPTIONAL SYSTEM:  ALL STEEL TO BE PAINTED SHALL BE BLAST CLEANED TO
THE REQUIREMENTS OF SSPC-SP-10, COMMERCIAL BLAST CLEANING.  PAINTING
SHALL CONSIST OF A FIRST COAT OF ORGANIC ZINC EPOXY AND A SECOND
COAT OF URETHANE EPOXY.  BOTH COATS SHALL HAVE A 2.5 TO 3 MIL DRY FILM
THICKNESS.

APPLICABLE CODES AND STANDARDS

MATERIALS

PLATE

W-SHAPES

ASTM A36
ASTM A514
ASTM A572 GRADE 50
API-X70
API-X80

ASTM A992

HSS SHAPES ASTM A500 GRADE B

ANGLE AND CHANNEL ASTM A36
ASTM A572 GRADE 50

PIPE ASTM A53 GRADE B
ANSI/API SPEC. 5L-07 X52 PSL 1
ANSI/API SPEC. 5L-07 X70 PSL 1
ANSI/API SPEC. 5L-07 X80 PSL 2

CAST STEEL ASTM A148/A 105-85
ASTM A148/A 110-90

ROUND BAR AISI 1018
AISI 4130
AISI 4140
AISI 4340

BOLTS ASTM A325
ASTM A490

CAP SCREWS SAE J429

WELDING ELECTRODE SEE WELD FILLER METAL TABLE

ALL STRUCTURAL STEEL, EXCEPT  AS APPROVED IN WRITING BY THE
ENGINEER OF RECORD, SHALL HAVE A MINIMUM CHARPY V NOTCH (CVN)
IMPACT VALUE OF 30 FT-LBS AT -30 DEGREES FAHRENHEIT.  CVN VALUES
SHALL BE PROVIDED IN MILL SOURCE MATERIAL TEST REPORTS OR
INDEPENDENT ACCREDITED TESTING LAB CERTIFICATIONS.

WELD ELECTRODE, WELD WIRE, AND WELD FLUX COMBINATIONS FOR
PREQUALIFIED WELD PROCEDURE SPECIFICATIONS (WPS) SHALL MEET THE
REQUIREMENTS OF AWS D1.1, TABLE 3.1.  FOR WPS QUALIFIED BY TEST, WELD
MATERIAL COMBINATIONS SHALL MEET OR EXCEED THE PHYSICAL
CHARACTERISTICS OF THE LOWEST STRENGTH BASE METAL.  FOR ALL
WELDS, WELD MATERIAL COMBINATIONS SHALL MEET OR EXCEED THE
CHARPY V NOTCH (CVN) IMPACT VALUES OF THE BASE METALS, AS
EVIDENCED BY TESTING IN ACCORDANCE WITH AWS D1.1, SECTION 4, PART D.

THE CONTRACTOR SHALL MAINTAIN INDEPENDENT MATERIAL TRACEABILITY
FOR ALL STRUCTURAL STEEL AND FASTENERS, FROM PRIME MILL SOURCE
THROUGH ALL MANUFACTURING PROCESSES, INCLUDING EACH FINISHING
STEP, TO DELIVERY AND ACCEPTANCE.

IN ADDITION, THE CONTRACTOR SHALL FURNISH THE FOLLOWING
DOCUMENTS FOR ALL STRUCTURAL MATERIALS, IN ENGLISH, TO BIGGE:

A REPRODUCIBLE COPY OF ORIGINAL MILL TEST REPORTS, AND
CERTIFICATES OF SUPPLEMENTARY PROCESSES AND TESTS

COPIES OF PURCHASE ORDERS AND SHIPPING DOCUMENTS TO ESTABLISH
TRACEABILITY OF MATERIALS (PRICING INFORMATION CAN BE OMITTED)

MATERIAL CERTIFICATION AND TRACEABILITY

QUALITY CONTROL

WELDING

WELDING INSPECTION AND TESTING

FABRICATION AND MACHINING

THE SUB-CONTRACTOR SHALL HAVE A PROGRAM IN PLACE TO ENSURE AND
VERIFY PROPER FABRICATION, ALIGNMENT, AND FIT-UP OF INDIVIDUAL
COMPONENTS AND ASSEMBLIES.  AS A MINIMUM, THE PROGRAM SHALL
INCLUDE VERIFICATION OF COMPONENT AND ASSEMBLY DIMENSIONS, FRAME
AND COMPONENT ALIGNMENT, PIN AND BORE FITS, AND BOLTED
CONNECTIONS.

ALL WELDED FABRICATIONS SHALL BE MACHINED AFTER WELDING IS
COMPLETED UNLESS OTHERWISE NOTED.  MACHINED SURFACES SHALL HAVE
A TYPICAL AVERAGE SURFACE ROUGHNESS VALUE (Ra) OF 125 MICRO-INCHES
UNLESS OTHERWISE NOTED ON THE DRAWINGS.

ALL MACHINING DIMENSIONS SHALL BE INSPECTED USING TESTING DEVICES
THAT HAVE A RESOLUTION GREATER THAN THAT CALLED FOR BY THE
DRAWING DIMENSIONS AND TOLERANCES.  THE TESTING DEVICES USED SHALL
HAVE BEEN CALIBRATED TO A KNOWN STANDARD WITHIN ONE YEAR OF THE
INSPECTION ACTIVITY.  ANY DAMAGE OR ABUSE OF AN INSPECTION
INSTRUMENT SHALL REQUIRE ITS IMMEDIATE INSPECTION, REPAIR IF
NECESSARY, AND RECALIBRATION.

ALL INSPECTED DIMENSIONS AND TOLERANCES SHALL BE RECORDED IN THE
FORM OF A REPORT, OR AS BUILT DRAWING, FOR FUTURE REFERENCE.  THE
RECORDED INFORMATION SHALL INCLUDE IDENTIFICATION OF THE PART BEING
INSPECTED, THE DATE OF INSPECTION, THE NAME OF THE INSPECTOR, THE
DRAWING DIMENSIONS BEING INSPECTED, THE ACTUAL INSPECTED DIMENSIONS,
AND CONFIRMATION THAT THE ACTUAL INSPECTED DIMENSIONS ARE IN
CONFORMANCE WITH SPECIFIED TOLERANCES FOR THOSE DIMENSIONS.

MODIFICATIONS AND SUBSTITUTIONS

ANY DEVIATION FROM THE APPROVED DRAWINGS OR THESE NOTES, INCLUDING
MATERIAL OR PROCESS CHANGES, SHALL BE SUBMITTED, IN WRITING, TO BIGGE
FOR APPROVAL.  SUBMITTALS SHALL INCLUDE INFORMATION ON THE PROPOSED
MATERIAL, PROCESS, OR REVISED DETAILS AS NECESSARY TO CLEARLY
CONVEY THE INTENT OF THE CHANGE.  WORK RELATED TO THE PROPOSED
DEVIATION SHALL NOT PROCEED UNTIL WRITTEN APPROVAL FROM BIGGE HAS
BEEN RECEIVED.  APPROVED SUBSTITUTIONS AND MODIFICATIONS SHALL BE
ACCOMPLISHED AT NO ADDITIONAL COST TO BIGGE.

CLEANING AND PAINTING

NUTS ASTM A563 DH OR 2H

WELD FILLER METAL TABLE

60% SUBMITTAL SET

THESE NOTES APPLY TO STEEL WORK BY BIGGE AND ITS SUB-CONTRACTORS
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Attachment 4 



FY2015 

s 0 N D F M I A 

XPH-02700 WCH 60% Design Review/Approval 03-Nov-14 I 28-Nov-14 

XS-05 Phase II 60% Engineering & Design Approved Status 1 28-Nov-14 

XPH-03000 Develop 90% Design 01-Dec-14 I 09-Mar-15 

XPH-03700 WCH 90% Design Review/Approval 1 O-Mar-15 I 06-Apr-15 

XS-08 Phase II 90% Engineering & Design Approved Status 1 06-Apr-15 

XPH-04200 Prepare IFC/IFF Design Package 07-Apr-15 I 16-Jun-15 

XPH-04300 WCH IFC Design Review 17-Jun-15 I 15-Jul-15 

II 1 -- ---- - ---- - ----- --- --- - ------- --- -- - -----------
XPH-04310 Incorporate Comments & Issue IFC 16-Jul-15 29-Jul-15 

XS-11 Phase II 100% Engineering and Design Approved (IFF/IFC) Approved Status 1 29-Jul-15* 

--- Level of effort --- Critical Remaining Work 

D==D Remaining Work + + Milestone 

300-296 Soil Remediation Project 
Engineering Design 
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