DRAFT Statement of Work (SOW)
J52-P-408B 1st Stage Turbine Blade Refurbishment

1. BACKGROUND

The Fleet Readiness Center Southeast (FRCSE) requires refurbishing support of the US Navy’s Pratt & Whitney J52-P-408B turbo jet engine 1st stage turbine blades (part number 694101).  The J52 engine powers the Navy’s EA-6B Prowler electronic warfare aircraft.  This aircraft is used to reduce the enemy threat by jamming its Anti-Aircraft Missile radar capability and communications channels and rendering its existing anti aircraft missiles useless.   
2. SCOPE

The contractor shall inspect and refurbish Pratt & Whitney J52-P-408B turbo jet engine 1st stage turbine blades utilizing the procedures prescribed in the manuals and work packages listed in directives 3.1 and 3.2 below.  The contractor shall provide all supervision, personnel, and equipment & tooling needed to inspect and refurbish the turbine blades.  
3. APPLICABLE DIRECTIVES
3.1. NAVAIR 02B-10DAD-6-2V4, Technical Manual, Depot Maintenance, Aircraft Engines, Navy Models, J52-P-408A/B

Work Package 094 00, 15 August 2010

Work Package 095 00, 15 August 2010
3.2. NAVAIR 02-1-517, Standard Maintenance Procedures, Navy and USAF, P&W Aircraft Engines, Change 52 of 15 December 2009
3.3. Joint Aeronautical Commanders’ Group (JACG) Aviation Source Approval and Management Handbook, current version dated 16 March 2011
3.4. Joint Aeronautical Commanders Group (JACG) Aviation Critical Safety Item Management Handbook, current version dated 16 March 2011
3.5. J52 Local Engineering Specification J52-330-900

4. PRECEDENCE 
If there are any conflicts between the SOW and the referenced directives, the referenced directives shall take precedence unless an exception is otherwise stated in the SOW.      
5. CERTIFICATIONS & SOURCE APPROVAL REQUIREMENTS
The contractor shall possess a Federal Aviation Administration (FAA) Repair Station certification and shall also be an approved source prior to contract award.   
6. REPAIR SPECIFICATIONS
The refurbishing process shall entail inducting used turbine blades in an “as is” condition; performing the required inspection, refurbishing, and marking in accordance with Directives 3.1, 3.2, and 3.5, and then returning the blades to the Government.  The PWA 70/73 coating identification symbol shall be provided on all PWA 70/73 coated blades. Directive 3.5 is being incorporated into directives 3.1 and 3.2.  When it is fully incorporated the contractor will be notified that directive 3.5 no longer applies and updated copies of directive 3.1 and 3.2 will be provided.

When two P/N 694101 turbine blades are of equal moment weights and paired as a set, they become a P/N 693541 Matched Blade Set.  The J52-P-408B engine has 80 ea. 1st stage turbine blades made up of 40 matched sets of P/N 693541.  
P/N 694101 blades or P/N 693541 blade sets are made from PWA 663 nickel alloy and coated with PWA 70/73 Aluminum-Silicon vapor deposition pack process for thermal and sulfidation resistance. 
Typical reasons for refurbishment are: worn cross notch hard face areas; sulfidation erosion in the apex areas of the cross notches; Non Destructive Inspection (NDI) indications of small cracks in the apex areas of the cross notches; metallization on airfoil surfaces; and slight impact damage to airfoil surfaces from foreign objects. 
An exception to the Directive 3.1 requirement to completely strip the PWA 70/73 protective coating from the entire airfoil surface shall apply when the repair process entails only the upper shroud area.  PWA 645 filler metal and PWA 694 Hard face shall be used to restore the hard face cross notch apex(s), and cross notch contact areas.  When only the shroud area receives weld repairs, the PWA 70/73 strip and recoat requirement does not apply; the finish machined shroud surfaces shall instead be coated and protected with Sermaloy J, per the provided Service Process Operation Procedure 159 (SPOP-159) procedure specified in Directive 3.2. When only shroud repairs are performed, it is NOT necessary to stamp the “+” mark on the forward fir tree area.   

Conversely, when it’s necessary to strip the entire blade to effect the required airfoil repairs, the “+” mark shall be roll stamped into the blade root fir tree area to ensure all incoming blades with two “+” marks are scrapped per Directive 3.1 and 3.2.  

6.1 Repairs

Blades will be supplied to the contractor in sufficient quantity to allow the contractor to fulfill each delivery order.  This quantity will be sufficient to cover fall out of non-repairable blades. 
Any incoming Turbine Blade that does NOT have P/N 694101 clearly identified by the part number being indented or stamped into the fir tree leading edge area shall be rejected and disposed of per Section 12 of the SOW, these include the following PN blades.  539201, 547201, and 675501   

Tooling specified by the work packages, or equivalent tooling approved by the Government (J52 FST), shall be utilized. Repair procedures requiring tooling not specified shall be developed by the contractor, at the contractor’s expense, but shall be approved by the Government (J52 FST).

Although Directive 3.1 does not list the Laser Clad weld repair process, Gas Tungsten Arc Weld (GTAW) and Laser Clad weld repairs are both acceptable processes.  However, Laser Clad weld repairs are highly preferred over the GTAW weld repair process.  
Weld witness marks from all shroud repairs shall protrude no higher than 0.005” above the parent vane shroud and shall be completely absent from the gas path side of the shroud surfaces.
6.2 Delivery Rate

The contractor shall begin returning shipments of repaired blades within thirty calendar days.  The Government requires shipments of 160 per week providing the Government has provided sufficient assets in a timely manner to accommodate this schedule. The Government also reserves the right to increase the requested shipments up to a quantity of 240 blades per week providing the vendor has received sufficient assets in a timely manner and the vendor has received notification of the increased requirements 45 days prior to the adjusted schedule.

The thirty day startup period shall apply on initial contract startup, or whenever contractor has had to stop repair production for longer than sixty (60) calendar days because of a lack of repairable parts or the contract has had no open task orders for longer than sixty (60) calendar days.  The intent of this paragraph is that no blade shall take longer than thirty days to complete the repair process once it has been started into the repair process.  The start of the repair process will not necessarily be the date the blades are received at the contractor’s plant.

Delivery orders will be issued with bulk quantities.  Therefore, the Government reserves the right to ship the total quantity in manageable increments. 

7.  INSPECTION
The contractor shall inspect the blades for reparability per Directive 3.1. All blades not meeting these standards for reparability shall be rejected and not refurbished.  Disposition of non-repairable blades is detailed in Section 12 of the SOW. 
7.1 Final Inspection 
Blades shall be inspected prior to shipment to the government for compliance with print specifications, PWA 70/73, or Sermaloy J coating uniformity and thickness and all requirements specified in Directive 3.1 and 3.2.   All repair codes and coating identifications symbols shall be marked on each blade as specified in the provided work packages.  
Repaired blades require Moment Weight classification to ensure only blades of equal moment weight make up a set of turbine blades, P/N 693541.  Blades shall be classified for correct moment weight per Directive 3.1 after the PWA 70/73 or Sermaloy J coating process to ensure the finished moment weight is accurate. 
All blades shall be moment weight classified using a PWA 16605 scale and PWA 16600-98 adapter, or equivalent tooling   User shall ensure scale remains calibrated and repeats readings without any class deviations.  The Government will provide a known class (MA) blade to the contractor to use as a reference for calibration and repeatability checks (see section 13 of the SOW). A scale repeatability check using the provided class MA blade is required after approximately every 100 moment weight readings to ensure accurate weight marking. 
7.2 DCMA Inspection and Acceptance

All refurbished turbine blades will be inspected, reviewed, and if acceptable in all respects, accepted at the contractor’s facility, (Inspection and Acceptance at Source), by Defense Contract Management Agency (DCMA) inspector, or as detailed in a Quality Assurance Letter of Instruction (QUALI) 
8. REPORTS

Upon completion of the contract, the contractor shall submit DRMO receipts for all disposed non-repairable blades (see section 12 of the SOW).  The contractor may be required to supply a sampling or all of the non-repairable blades for evaluation by the FRCSE for Quality Assurance purposes.  
9. PACKING AND MARKING
Two blades of equal moment weight, or of the same classification, are considered a “set” of blades and shall be designated P/N 693541. Each set of turbine blades shall be packaged together in the same container with a divider between the blades to act as a separator, preventing any contact between the turbine blades.  The container shall have a self-bonding label, of sufficient size to display the following information:

J52-P-408B 1st STAGE TURBINE BLADE SET

P/N   693541            NSN 1R 2840-00-069-9045
QTY.    1 EA.

CONTRACTORS   NAME

CONTRACT NUMBER

ORDER NUMBER

Shipments of turbine blade sets shall be made by grouping 40 Matched blade sets, P/N 693541 in one larger sized container.  All blade sets in the container shall be individually boxed and identified as sets.
10.  SHIPPING
All shipping from the contractor to the Government shall be at contractor's expense. 

The contractor shall return units by traceable means to FRCSE at the following address:

SHIP TO:
Fleet Readiness Center Southeast







Building 110, Door 16








NAS Jacksonville, FL 32212



Mark For:  Contract Number: (Provide contract number) 


J52 POC: Bob Hazelwood, Phone 904-402-5291 x161

Blades requiring refurbishment will be shipped to the contractor's facility in a protected shipping carton at Government expense.  
11. DISPOSITION OF NON-REPAIRABLE BLADES
All blades rejected after the cleaning process and/or at any time during the repair process shall have the blade mutilated by grinding/cutting a ¼ inch slot mid-span in the airfoil to prevent any possible future repair attempts, placed in 55 gallon sealed drums, and, at the request of the Government, delivered to the local DRMO facility for turn in as scrap metal.  DCMA will oversee the disposition of all non-repairable blades and submit quarterly reports to the Government Technical Representative (GTR).  
Non-repairable blades scrapped or returned to the government do not require protective containers.  
12.  GOVERNMENT FURNISHED EQUIPMENT
The Government will provide at no cost, a new P/N 694101 blade as a quality example, a (MA) class moment-weight-standard blade for scale calibration, drawings, prints, work packages, service process operation procedures, and standard maintenance procedures necessary for execution of this contract.  These blades are the property of the U. S. Navy and will be used for comparison purposes only. The contractor shall relinquish the blades upon request by the Government. 
Excess blade quantities on hand upon the completion of  the contract shall be returned to the government upon completion of the contract  Any and all Government Furnished Equipment the contractor has at the completion of the contract shall be returned to the government unless otherwise instructed in writing.                                  
13. GTR
To be provided at a later time
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