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The technician, in accordance with documented procedures and the training provided, placed 
heating elements over weld repaired areas per the general plan.  The technician will note the 
cable numbers being used on the wrapping specification sheet (WSS) once the cycle is connected 
and ready to run.  The remote monitoring facility monitors the temperature of each heating 
element.  The monitoring facility ensures temperature ramp up limits are not exceeded, soak 
temperature is maintained for the required time frame and cool down rates do not exceed 
requirements.  Temperature limits are specified in Rescar RSP-014 (in compliance with AAR, 
MSRP C-III, Appendix R).  A successful cycle is confirmed by use of a temperature tracking 
chart.  If there are anomalies detected, the remote monitoring facility and technicians on site are 
authorized to discontinue a single cable or the entire cycle.   
 
NOTE:  During review of the LPWHT records for AXLX 1702, there was no evidence of the 
process exceeding1200ºF.  This includes successful and aborted runs.   
 
 
 

 
Jay G Standish 
Vice President of Quality Assurance 
Rescar 

 / Cell  
 
 




