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Technical agreement for Paint for Dedicated Seawater Ballast Tanks in all type of ships
and Double-side Skin Spaces of Bulk Carriers

1 General

The agreement is for the protective coatings of dedicated seawater ballast tanks arranged in all types
of ships above 500 tonnage and double-side skin spaces arranged in bulk carriers which are above
150 meters in length to which the Performance Standard for Protective Coatings (PSPC) as adopted
by Resolution MSC 215(82) is applied.

500 150

PSPC MSC215 82
The objective of the coating inspection is to ensure that the required minimum level and quality of
protective coatings by PSPC is adequately applied.
PSPC
Unless expressly provided otherwise in PSPC and this Guideline, inspection by sampling should be
adopted to the extent necessary for making practical judgment. This means that the extent of
inspection should be varied, depending on the quality control of shipyards, to ensure that the required
minimum level and quality is achieved in accordance with PSPC.
PSPC
PSPC

During paint application, when Owner Paint manufacturer and Shipyard has dissidence to the coating
inspector’s inspection result , if any two parties has an agreement, then the two parties’ inspection

result as final inspection result.

Owner Shipyard and Paint Manufacturer all agree that the coating inspector satisfied with PSPC ‘s
requirement shall be assigned by Shipyard, assistant by Paint Manufacturer’'s TSR. And all parts sign
“PSPC COATING INSPECTOR POWER OF ATTORNEY”. (See appendix 1)

PSPC

“PSPC " 1
The choice of coating inspector(s) should be part of “PSPC COATING INSPECTOR POWER OF

ATTORNEY”. Any of the parties involved in the agreement have the right to request for replacement of
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the inspector who is deemed unsuitable or unsatisfactory for the proper progress of the vessel's
construction. If any two parties to the agreement consider that such a request is justified, the inspector
shall be replaced as soon as conveniently possible by another inspector who is qualified in accordance
with PSPC'’s requirement.

““PSPC 77

PSPC
The Class shall be responsible of review the agreement, and spot check the coating inspector
whether satisfied with PSPC’s requirement during coating application.
PSPC
Paint Manufacturer has responsibility to provide the relevant certification and technical file of coating
system to satisfy PSPC'’s requirement, assistant to complete the CTF.
PSPC CTE

The agreement shall become effective on the date when the contract has been signed.

2 Coating System

The selection of coating system shall satisfy the requirement of PSPC MSC 215(82)/WP.3 ANNEX
1 and shall be type-approved.
PSPC

Paint manufacturer is responsible to provide approved certification to satisfy PSPC’s requirement.

3 Coating Inspector

Coating inspectors required to carry out inspections shall be qualified to NACE Coating Inspector
Level 2, FROSIO Inspector Level lll, or an equivalent qualification as verified by the
Administration/Class. However, only coating inspectors with at least 2 years relevant coating
inspector experience and qualified to NACE Coating Inspector Level 2 or FROSIO Inspector Level I,
or with an equivalent qualification, can write and\or authorise procedures, or decide upon corrective
actions to overcome non-compliances.

NACE 2 FROSIO I /
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2 NACE 2 FROSIO llI
/
The assistant coating inspectors do the part of the inspections shall be under the coating inspector’'s

supervision.

4  Quality Control Process

In order to ensure the coating quality under control the inspection items are detailed description in
the appendix 2" Quality Control Process For Protective Coatings of Ballast tanks”.

2u ”

5 During coating application, the detailed requirement shall be according to “Procedures for coating
inspection and coating system repair during ship construction.” (See appendix 3)

“ ” 3

6 After the agreement is signed, if the new PSPC'’s guideline or other standard is issued, the signed

technical file may be revised and agreed by the three parties in the agreement.

PSPC

7 If the procedure in this agreement has been modified and agreed by three parties, it shall be submitte

d to Class for review.

8 Language used in all relative documentation shall be generally in English.
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Appendix 1:

PSPC COATING INSPECTOR
POWER OF ATTORNEY

SHIP No.

TYPE

OWNER

CLASS

BUILDING SITE

Shipowner, Shipyard and Paint manufacturer, unanimously agree to
designate the following person as the coating inspector according to
PSPC (IMO MSC 215(82) of the above stated ship (s).

COATING INSPECTOR:

Title Name: Certification
a

Assistant coating inspector(s)

Title Name:
a
a
a

CONFIRMED BY:

Owner Shipyard Paint Manufacturer
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Appendix 2:

Quality Control Process For Protective Coatings

of Ballast Tanks

Contents

1 Definition

2 General

3 Inspection process

2008.05 -1-
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1. Definition

This quality control process provides standard inspection requirements including inspection items,
inspection scope and etc for the protective coatings of dedicated seawater ballast tanks arranged in all
types of ships above 500 tonnage and double-side skin spaces arranged in bulk carriers which are
above 150 meters in length to which the Performance Standard for Protective Coatings (PSPC) as
adopted by Resolution MSC 215(82) is applied.

500 150
PSPC
PSPC MSC215 82

The process will be agreed by the coating inspector, having been recognized by shipowner, builder
and paint manufacturer as inspection standard on the ballast tanks. In addition, it will take effect as the
appendix of the “Tripartite agreement for paint for dedicated seawater ballast tanks in all type of ships

and double-side skin spaces of Bulk carrier”.

2. General

2.1 The coating inspector, having been agreed upon by the Owner, Shipyard and Paint Manufacturer,
shall perform relevant inspection and measurement for the protective coatings, record their results and
document in the Coating Technical File (CTF). The coating inspector shall have been certified to NACE
Coating Inspector Level 2, FROSIO Inspector Level Il or equivalent as verified by the Administration or
the relevant Classification Society. The CTF shall be reviewed by the Administration or the relevant

Classification Society.

CTF NACE 2
FROSIO Il CTF

2.2 The coating inspector may ask assistant inspectors to do the part of the inspections under the

coating inspector's supervision.

2008.05 -2-
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The basic procedure is as follows:

Self-check by the worker

l

Inspection/ measurement/ recording by the assistant inspector and
judgement by the coating inspector

lOr

Inspection/ measurement/ recording/ judgment/
signature by the coating inspector

The inspection by the coating inspector may be performed by the inspection team consisting of

suitable number of inspectors including the assistant inspectors.

The assistant coating inspector is someone that performs a task to a procedure and is not involved

in any tasks involving decision making or assessment.

2.3 The assistant inspectors shall satisfy one of the following qualification requirements.

The assistant inspector shall satisfy the followings.

1 The assistant inspector shall have experience of coating related jobs for one or more years, and
received a required level of training. Such training should be recorded and endorsed either by the
inspector, the yard’s training organization or inspection equipment manufacturer to confirm

competence in using the measuring equipment and confirm knowledge of measurements required

2008.05 -3-
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3.

by the PSPC. Training records shall be available for verification.

PSPC

2) The assistant inspector shall have NACE Coating Inspector Level 1 qualification.

NACE 1

3 The assistant inspector shall have FROSIO Inspector Level Il qualification.

FROSIO Il

Inspection process

Note:

The items marked with a double-circle () shall be inspected by the coating inspector.
()
The items marked with a circle (O) shall be inspected by the assistant inspector. Do the part of the
inspection under the coating inspector supervision.
(©)
The items marked with a triangle () shall be measured by the worker.
()

3.1 Shot blasting and shop primer application (primary surface preparation) _Table 1:

1

The assistant inspector shall perform routine inspections to make sure that procedures for
storage/operation of steel material, maintenance of facilities and materials for abravise/shop primer

are in compliance with the shipyard's relevant standards.

/ /

Surface preparation and shop primer application shall be complied with coating Technical Data

Sheet and PSPC as min.requirement.
PSPC

3.1.1 The management of steel plate

2008.05 4.
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1) It is recommended that steel rust grade A or B plates to be used by way of the ballast tank
areas to ensure the stipulated profiles of 30 ~ 75 micrometer are reliably obtained and the profile
gauging may be reduced accordingly when these plates are used.

A B 30 ~75

Note that the incoming plate before blasting should be relatively clean. Oil, grease and excessive
Salt contamination on the incoming plates should be removed first to the extent possible before

blasting (since blasting will push these contaminants into the steel pores and profile).

2) Where steel plate rust grade C is used then the extent of inspection should be increased
focusing on profile gauging as well as salt contamination accordingly to ensure the standard is
complied with.

C
3) Prior to primary surface preparation, the plate numbers and the name of Steel manufacturer

shall be recorded. (The report format sees: COATING LOG (PSP))
PSP

3.1.2 The management of Abrasive

1)  The selection of abrasive size and type shall be based on the type, grade and surface
condition of steel. When the new batch abrasive transported into the Shipyard, the batch number

and date shall be recorded.

2) The abrasive shall be dry and free of oil, grease and other contamination. Visually estimate the

grit size whether is according with the requirement.

3) If disqualification, this batch grit shall be not used. The eligible grit shall be stored at proper

place.

4) The cleanliness and size of recycled abrasive shall be maintained to ensure compliance with

specified standard.

5) Prior to add new abrasive, it shall have a sampling test according to ISO 11127, allowable
soluble salt 250 s per cm maximum as determined by ISO 11127. The inspection and record

shall be carried out by Shipyard’s QA.

2008.05 -5-
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ISO 11127 250us/cm

QA
3.1.3 The management of Shop primer

1)  The shop primer shall belong to zinc containing inhibitor free zinc silicate based or equivalent.

2) The shop primer as a part of coating system shall pass a pre-qualification certified according

to PSPC and type-approved.
PSPC

3) Compatibility with main coating system shall be confirmed by the coating manufacturer before

applied to the steel.

4) Prior to primary surface preparation, the plate numbers and the name of Steel manufacturer

shall be recorded. (The report format sees: COATING LOG (PSP))
PSP

3.2 Steel defect treatment Table 2

3.3 Block Stage

3.3.1 Secondary surface preparation(block stage) Table 3

_3
3.3.2 Block Painting Table 4
_4
3.3.3 Final inspection (block stage) Table 5
_5
3.4 Surface defect treatment (erection tanks) Table 6
6

3.5 Erection Stage

2008.05 -6-
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3.5.1 Evaluate the damage area after erection Table 7
_1
The coating inspector makes the scheme for secondary surface preparation of tanks after

evaluating the damage area.

1 Power tool treatment shall be applied to small damages up to 2% of total tank area and erection
joints.
2%
2  Contiguous damages over 25 m? or over 2% of total tank area shall apply blast treatment, and
blasting grade and surface profile shall be inspected as per Section 3.3.1

25m? 2% 3.3.1

3.5.2 Steel treatment (erection stage)

Table 8.1 Small damages up to 2% of total area
8.1 2%
Table 8.2 Contiguous damages over 25m?” or over 2% of the total area of the tank
8.2 25 m? 2%
3.5.3 Coating (erection stage) Table 9
_9
3.5.4 Final inspection of coating (erection stage) Table 10

10

2008.05 -7-
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1 Shot blasting and shop primer application (primary surface preparation)

Inspector/ | Inspection/measurement time | Number/Period Measuring point/procedure Reference
measurer / / standard
i Measure the temperature and the
Ambient temperature - . :
. o humidity in blasting chamber and
and relative humidity .
) calculate the dew point.
Before blasting process starts
Steel surface Take one steel substrate and measure its
temperature surface temperature.
Take one steel substrate after blasting | ISO
Inspection ] and compare it with the relevant | 8501-1:1988
. Blasting grade Once a month,
item ) reference photographs.
3 pieces of
steel plate once
Measure the steel substrate being
i ) . blasted with TESTEX test paper and
Surface profile Before shop primer application )
micrometer or comparator.
TESTEX
Measure the salt concentration of steel | ISO
substrate being blasted with Bresle | 8502-9:1998
Water soluble salt
method. ISO
Bresle 8502-6:1995

2008.05
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Continue Table 1 Shot blasting and shop primer application (primary surface preparation)

1
Inspector/ | Inspection/measurement time | Number/Period Measuring point/procedure Reference standard
measurer / /
Take one steel substrate and | If any part has
evaluate its dust level by visual | dissidence, the tape
inspection. (not by the tape test) test can be as the
Dust evidence for final
determinant result.
Inspection ISO 8502-3:1993
item Oil, grease and other Once_a month, "Take one steel substrate and
contamination 3 pieces of | perform visual inspection.
steel plate once
Take one steel substrate and | According to
perform visual inspection for | maker’s suggestion
defect of shop primer.
defects After shop primer application a test piece of smooth surface
placed on the steel substrate.
Blasting shall not be carried out when:
.1The relative humidity is above 85%; or 85%

.2.The surface temperature of steel is less than 3°C above the dew point.

Sa 2%; with profiles between 30-75 um.

< 50 mg/m? of sodium chloride

Sa2%
< 50 mg/m?

30-75 um

3°C

2008.05
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Table 2 2 Steel defect treatment

Inspector/ Inspection/measurement | Inspection/measurement Measuring Reference
measurer time area point/procedure standard
/
Edges
Inspection All blocks in places that
item dedicated seawater

Welding spatters
ballast tanks and

. , , , Perform visual ISO
Before block inspection double-side skin spaces

i ©) inspection 8501-3:2001
Welding beads arranged in bulk carriers P
Grade P2

Steel surfaces

(D The steel surface shall be prepared so that the coating selected can achieve an even distribution at the required NDFT and have an adequate adhesion by removing
sharp edges, grinding weld beads and removing weld spatter and any other surface contaminant.

MRERmE el B, EbRE , HEE OGE, BBk B WAMETHMARE G, DUE MR e AR, ABIPTESRED NDFT AR HIRAE T,
Edges to be treated to a rounded radius of minimum 2mm, or subjected to three pass grinding or at least equivalent process before painting.

2mm

2008.05 -10-
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Table 3 3 Secondary surface preparation(block stage)
Inspector/ | Inspection/measurement | Inspection/measurement . . Reference
. Measuring point/procedure
measurer time area / standard
Qil, grease and
other . . .
contamination o Perform visual inspection.
Before secondary
surface preparation
Ambient (block stage) Measure the temperature and the
temperature and humidity and calculate the dew
relative humidity O point.
The blocks in places that _
_ Steel treatment dedicated seawater | Take sample lspotsf apprqprlately ISO
Inspection ballast tanks and and perform visual inspection. 8501-3:2001
item double-side skin spaces Grade P2
arranged in bulk carriers | Take one steel substrate after
blasting and compare it with the
Blasting grade relevant reference photographs. ISO
After secondary surface 8501-1:1988
preparation (block
stage)
Measure the steel substrate being
, blasted with TESTEX test paper
Surface profile . ISO
and micrometer or comparator. 8503-1/2:1988
TESTEX '
2008.05 -11-
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Secondary surface preparation(block stage)

3
Inspector/ Inspection time Number/Period Measuring point/procedure Reference standard
measurer / /
If any part has
The blocks in dissidence, the tape
places that Take one steel substrate and evaluate its | test can be as the
dedicated dust level by visual inspection. (not by the | €vidence for final
Dust seawater ballast determinant result.
After secondary tanks and tape test)
I ti
nspection surfactg double-side skin
item (glrc?cF;)If ;l:gg) spaces arranged

in bulk carriers

ISO 8502-3 1993

Measure the salt concentration of steel
substrate being blasted with Bresle

Water soluble salt method.(At least one location per | ISO 8502-9:1998
block) ISO 8502-6:1995
Bresle
No oil contamination.
Blasting shall not be carried out when:
.1The relative humidity is above 85%; or 85%
.2.The surface temperature of steel is less than 3°C above the dew point. 3°C

Edges to be treated to a rounded radius of minimum 2mm, or subjected to three pass grinding or at least equivalent process before painting.

2mm
Sa 2%; with profiles between 30-75 um. Sa2' 30-75 um
Dust quantity rating “1” for dust size class “3”, “4” or “5”. “3” “4” or “5”

Lower dust size classes to be removed if visible on the surface to be coated without magnification.

<50 mg/m2 of sodium chloride

<50 mg/m2

2008.05

-12 -
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Table 4 4 Block Painting
Inspector/ Inspection time Number/Period Measuring point/procedure Reference
measurer / / standard
Ambient , Measure the temperature and the humidity
temperature and Before,During and calculate the dew point.
relative humidity coating
application and
Steel surface curing Measure the temperature of steel plate at
temperature one location per block.
The blocks in
. After each stripe places that Check the proper application by visual
Stripe coat . . .
coat dedicated inspection.
seawater ballast
Inspection tanks and (?heck Ithe typical thickness using a w'et
item . double-side skin | film thickness gauge for t.he painter's
During each spaces arranged self-reference so as to obtain target dry
Wet film thickness spray coat .p ) 9 film thickness; The measurement need not
in bulk carriers. | ya recorded.
Measure the thickness for the instruction | SSPC-PA2:2004
After drying each to subsequent spray coat so as to ensure
spray coat that the final dry film thickness will satisfy
Dry film thickness o (except final the requirements; The measurement need
spray coat) not be recorded.

Blasting shall not be carried out when:

.1The relative humidity is above 85%; or

85%

.2.The surface temperature of steel is less than 3°C above the dew point.
Stripe coats shall be applied by brush or roller. Roller to be used for scallops, ratholes, etc., only.

3°C

2008.05

-13-
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Table 5 Final inspection (block stage)
5
Inspector/ ) ) Inspection ) ) Reference
Inspection time Measuring point/procedure
measurer scope / standard
i . Measuring points shall be determined as
Dry film thickness
O The blocks i per Annex 3 of PSPC. SSPC-PA2:2004
in
© plocks PSPC 3
places that 7 | ate th t results by doi
m rement r n
dedicated va ua.et e etashu ek ent results by doing
appropriate spot check.
seawater Jpg epthe aness't of touch coatin
u i uch u i
Nominal dry film After coating ballast tanks ) 9 i y P g
) ) L including second stripe coat for welds by
Inspection thickness application in and
. . 90/10 rule.
item W.B.TK(block double-side
stage skin spaces
ge) P i 90/10
arranged in
bulk carriers
Coating defects ) ) )
] Perform visual inspection.
(e.g. pinholes, . . L
. Determine appropriate repairing method for
bubbles, voids, etc.) ) ,
coating defects if any.
2008.05 -14-
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Table 6 Surface defect treatment (erection tanks)

6
Inspector/ Inspection time Inspection scope Measuring point/procedure Reference
measurer / standard
Edges
All tanks in places that
Welding spatters Before the dedicated seawater
Inspection ) i ballast tanks and
) inspection of ) ) ) ) ) ISO
item ) double-side skin spaces Perform visual inspection.
©) erection tanks arranaed in bulk carri 8501-3:2001
i rran in bulk carriers
Welding beads 9 Grade P2
Steel surfaces

D The steel surface shall be prepared so that the coating selected can achieve an even distribution at the required NDFT and have an adequate adhesion by removing sharp
edges, grinding weld beads and removing weld spatter and any other surface contaminant.
ERm el B, ERE O, HEE OJE, EBR B WAMETHMARE YW, DUE B9k e AR, ABIFTELREY NDFT AR HIRMAE T,

Edges to be treated to a rounded radius of minimum 2mm, or subjected to three pass grinding or at least equivalent process before painting.

2mm

2008.05 -15-
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Table 7 7 Evaluate the damage area after erection
Inspector/ ) ) ) ] ) Reference
Inspection time Inspection scope Measuring point/procedure
measurer / standard
All erection joints in Tak | ¢ atel q SO
; ake sample spots appropriately an
Steel defect treatment places that dedicated P p .pp P _ y
seawater ballast tanks perform visual inspection 8501-3:2001
and double-side skin Grade P2
spaces arranged in bulk
Qil , grease and other carriers
contamination Perform visual inspection
_ , Before surface
Inspection .
) preparation
ftem Defect erection block)
ithi N ?C sl o ( All tanks in places that Perform visual inspection
(within coating layers) dedicated seawater
ballast tanks and
double-side skin
Damages spacesawapged|nbum Perform visual inspection and
(reaching steel carriers ISO
calculate the damaged area
surface) 4628-3:2003
( )

D The steel surface shall be prepared so that the coating selected can achieve an even distribution at the required NDFT and have an adequate adhesion by removing sharp
edges, grinding weld beads and removing weld spatter and any other surface contaminant.

WiFkm el H#, EERE, I OE, Bk B WREMEMOFRE G, DME BIR BE 2R, SRBIPTESKRAY NDFT Fif 2 HUREE 70,
Edges to be treated to a rounded radius of minimum 2mm, or subjected to three pass grinding or at least equivalent process before painting.

2mm

No oil contamination.

Butts St 3 or better or Sa 2%z where practicable. Small damages up to 2% of total area: St 3. Contiguous damages over 25 m? or over 2% of the total area of the tank, Sa 2%
should be applied.

St3 Sa 2% 2% St3 25m2 2%, Sa2's

2008.05 -16-
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Table 8.1 Small damages up to 2% of total area
8.1 2%
Inspector/ Inspection time Inspection scope Measuring point/procedure Reference standard
measurer /

Inspection
item

Power tool
treatment grade

Dust

After surface
treatment (erection
tanks)

Tanks in places that
dedicated seawater ballast
tanks and double-side skin

spaces arranged in bulk
carriers.(block stage)

Compare with the relevant
reference photographs.

ISO 8501-1:1988

Evaluate dust level by visual
inspection.(not by the tape
test)

If any part has
dissidence, the tape
test can be as the
evidence for final
determinant result.

ISO 8502-3 1993

Butts St 3 or better or Sa 22 where practicable. Small damages up to 2% of total area: St 3.

Dust quantity rating “1” for dust size class “3”, “4” or “5”.

St3

Sa 2.

2% St3

“gr ugr o “5? 1

Lower dust size classes to be removed if visible on the surface to be coated without magnification.

2008.05

-17 -
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Table 8.2 Contiguous damages over 25m? or over 2% of the total area of the tank
8.2 25 m? 2%
Inspector/ Inspection/measurement | Inspection/measurement . . Reference
. Measuring point/procedure
measurer time area / standard
Take one steel substrate after
blasting and compare it with
Blasting grade the relevant reference ISO
photographs 8501-1:1988
Measure the steel substrate
i being blasted with TESTEX
Surface profile ISO

Inspection
item

Dust

After secondary surface
preparation (block
stage)

The blocks in places that
dedicated seawater
ballast tanks and
double-side skin spaces
arranged in bulk carriers

test paper and micrometer.
TESTEX

8503-1/2:1988

Take one steel substrate and
evaluate its dust level by
visual inspection. (not by the
tape test)

If any part has
dissidence to
the inspection
result, the
tape test can

be as the
evidence for
final

determinant
result.

ISO 8502-3
1993

2008.05
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Continue Table 8.2 Contiguous damages over 25m?” or over 2% of the total area of the tank

8.2 25 m? 2%
Inspector/ Inspection/measurement | Inspection/measurement M . . Reference
. easuring point/procedure
measurer time area standard
The blocks in places that
dedicated seawater Measure the salt concentration

Inspection After secondary surface ballast tanks and of steel substrate being ISO
item Water soluble salt preparation (block double-side skin spaces . 8502-9:1998

stage) arranged in bulk carriers blasted with Bresle method. ISO
Bresle | 8502-6:1995

Contiguous damages over 25 m? or over 2% of the total area of the tank, Sa 2% should be applied.

25m2 2%, Sa2'z
Sa 2%%; with profiles between 30-75 um. Sa2' 30-75 um
Dust quantity rating “1” for dust size class “3”, “4” or “5”. “3” “4” or “5” 1

Lower dust size classes to be removed if visible on the surface to be coated without magnification.

<50 mg/m2 of sodium chloride <50 mg/m2

2008.05 -19-
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Table 9 Coating (erection stage)
9
Inspector/measurer | Inspection time Number/Period Measuring point/procedure Reference
/ / standard
Ambient temperature Measure the temperature and the
and relative humidity Before,During All erection area hu.midity and calculate the dew
. coating and coating point.
Inspecnon application and damaged areas
item curing in places that
Steel surface dedicated Measure the temperature at one
temperature seawater ballast | location per tank.
tanks and ,
double-side skin
Oil , grease and other Before each spaces arranged in
contamination spray coat bulk carriers Perform visual inspection.
o (except first (block stage)
spray coat)
Stripe coat After each stripe Check the proper application by
coat visual inspection.
Blasting shall not be carried out when:
.1The relative humidity is above 85%; or 85%
.2.The surface temperature of steel is less than 3°C above the dew point. 3°C

No oil contamination.

Stripe coats shall be applied by brush or roller. Roller to be used for scallops, ratholes, etc., only.

2008.05
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Coating (erection stage)

9
Inspector/measurer | Inspection time Number/Period Measuring point/procedure Reference
/ / standard
During each Check the typical thickness using
spray coat a wet film thickness gauge for the
All erection area | painter's self-reference so as to
Inspection and coating obtain target dry film thickness;
item Wet film thickness damaged areas | The measurement need not be
in places that recorded.
dedicated
seawater ballast
tanks and
double-side skin
After drying | spaces arranged | Measure the thickness for the | SSPC-PA2:2004
each spray coat in bulk carriers instruction to subsequent spray
(except final (block stage) coat so as to ensure that the final
spray coat) dry film thickness will satisfy the
Dry film thickness o requirements; The measurement
need not be recorded.
2008.05 -21-
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Table 10 Final inspection of coating (erection stage)

10
) ) Inspection ) ) Reference
Inspector/measurer Inspection time Measuring point/procedure
scope / standard
Measuring points shall be determined
as per Annex 3 of PSPC.
Measurement shall be made also
adjacent to the welding beads (not
Dry film thickness further than 15mm from the welds)
O ) SSPC-PA2:2004
where second stripe coat have been
dispensed with.
PSPC 3
. All erection
Inspection q 15
item W.B.TK Coating area .an mm
application coating Ev.aluate the rTweasurement results by
(erection block) damaged doing appropriate spot check. Judge
areas the necessity of touch up coating

Nominal dry film
thickness

Coating defects (e.g.
pinholes, bubbles,
voids, etc.)

including second stripe coat for welds
by 90/10 rule.

90/10

Perform visual inspection. Determine
appropriate repairing method for
coating defects if any.

2008.05 -22-
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Appendix 3:

Procedures for coating inspection and coating system repair
during ship construction
for Dedicated Seawater Ballast Tanks in all type of ships
and Double-side Skin Spaces of Bulk Carriers
(based on Resolution MSC. 215(82))

2008

MR ERK R ERGBHER
6T T AR 2 B R 280K A AT DT U2 A A e
(J£F MSC. 215(82)8k130)
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Preface

]

The Painting & Inspection Practice is prepared on the basis of the following:

IRBE NI HE T IR A

1) Performance Standard for Protective Coatings(PSPC) for dedicated seawater ballast tanks in all
type of ships and double-side skin spaces of bulk carriers (IMO PSPC, Resolution MSC.
215(82))
TRIIRIZTERERRIE (PSPC) S1X 1A i 2 & Y K A AT Bt i XU I 4L By (IMO PSPC,
MSC. 215(82)# 130

2) IACS Procedural Requirements No.34 on application of PSPC
IACS No.34 FJy ik M T PSPC

3) IMO PSPC—Q&As and Common Interpretations by IACS
IMO PSPC—IACS Q&As it HIfift B

4) Industry Guideline for Implementation of MSC. 215(82)
MSC. 215(82)$h 47 i TNV F

The procedures are a guideline on how a successful newbuilding project is to be executed, following
the guidelines as indicated above.

WA TR, PR A AT D AR BT R M L S AT AR R

It is expected that both owners, shipyards QC /QA and paint supplier will follow these procedures
and support the selected coating inspector in compiling the Coating Technical File (CTF).

AR M) QCIQA Jhige) i o 44 R 48 A T SCFF BTl B (R SR A 2 A G R J2 BORSCAT (CTF)D.
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. SCOPE

Vi
1. Purpose

H )
This practice of steel and surface preparation, coating application and inspection is prepared to
present Shipyard's quality workmanship for painting work in order to assure a quality painting work
for ship's steel structure based on "Performance Standard for Protective Coatings (PSPC) for
dedicated seawater ballast tanks in all type ships and double-side skin spaces of bulk carriers" (IMO
PSPC, Resolution MSC.215 (82))
BT ORAPIRETERERRUE (PSPC) XTI A7 My & ] IS UK AR M AL DT szl 4k e (IMO- PSPC,
MSC. 215(82)1ki0), N T HIRMTAAN A MR i, AR SRIIMALBE, VRBEAIRL AT M) e It
HEORMR T

2. Application

IV H]
1) This practice covers protective coating requirements for the ship's steel structure of dedicated
seawater ballast tanks in all type of ships of not less than 500 gross tonnage and double-side skin
spaces of bulk carriers of 150m in length and upward.
IR Fad T AN/ T 500 s 7Y (1) & F S 8K A ALE AN /IN T 150 KD R RUNZ 00 42 J 40 245 4
PiRR K.
It is noted that other independent items (outfitting) are fitted within the tanks to which coatings are
applied to provide protection against corrosion.
fiE s NS L I E (L) TSR B IR PR B2 LABT 1k i ko
2) All painting works shall be carried out in accordance with this practice.
JITAT R AR T AR A A P A
3) In case any modification or change in this practice occurs, the modification or change shall be
submitted to the relevant parties.

WA P S AT B A AL, AR AR A S AT 2 A KT
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Il. General procedure
AR
1. Hull structure

MG

STEEL STORAGE
A7 A

Storage of plate and profile.

AR AR A7

PRIMARY SURFACE PREPARATION
AND SHOP PRIMING

AL P A 8] e R I ik

Details are in page 14.
HARNWE 14 7T

STEEL CUTTING
MBI

. Steel preparation

SUB ASSEMBLY
NS

CLL UGS

. Details are in page 14
HARNEE 14 51

UNIT ASSEMBLY
(BLOCK ASSEMBLY)
LA
(I3 BN

. Steel preparation
TR AL B

. Details are in page 14
HARNWEE 14 7T

PRE-OUTFITTING
RULIES

Shop Coating:
L) 3% 37

Touch up with Shipyard’s
standard primer to the flame
cut edges, welding beads
and damaged areas at
Shipyard’s convenience.
SUMST O7 i, XK IETIERL SR
2 AT DX B T R R AR o

SECONDARY SURFACE
PREPARATION

R T AR

7y B AL PR
. Details are in page 19.
AR 19 7T

BLOCK PAINTING

Details are in page 19.
AR 19 7T

PRE-ERECTION
T 2

. Surface preparation of block.

1. Surface preparation and painting of P.E. joint and burnt/

SECONDARY SURFACE
PREPARATION AND PAINTING

TR AR B K e

damaged area.

Sl BURBE S P BN A 3 T A B e

2. Details are in page 21.

HARILEE 21 1T

ERECTION
=T

1. Surface preparation and

SECONDARY SURFACE
PREPARATION AND PAINTING
AR AL T R

burnt/ damaged area.

painting of erection joint and

FERNTEE S e R IR AR AL BE e e

2. Details are in page 21.

HARILEE 21 17T
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2. Independent items (Outfitting including pipes)

WALTH (MRREE T

2.1. General work procedure
W AR

FABRICATION
i

SURFACE PREPARATION
KAk 2R

INSPECTION
Kl

PAINTING
e

INSPECTION

K

INSTALLATION
2R

TOUCH UP PAINTING FOR
DAMAGED PARTS

RAEAG DX A i 2

1. Foreign matter shall be removed.
SR T T R o

2. Power tooling shall be used for the ouffitting

specified to be painted.

2y 3 TG 48 52 (R 1 s e

Inspection shall be done by Line Q.C. under
monitoring of the coating manufacturer and
Shipyard's inspector.

g w5 AEMNAE )R A R R N Q.CLE
J

1. Primer coating JEE 143

: One coat of Builder's standard epoxy primer
shall be applied as a primer coat to all ouffitting,
unless specified to be coated with specific coating
system.

X T BT A A 2k A 5 it T — B AR b A BA AR
B, BRARR R E IR R RS

2. Finish coating [ ER%%

: Finish coat shall be applied to the specified.

[IRE =P N

Inspection shall be done by Line Q.C. under
monitoring of the coating manufacturer and
Shipyard's inspector.

Rt e AE AR R M) R s R R i Q.CL5E
Ji

Installation of outfitting in block and hull.

PR P22 T o BRI A o

1. The damaged parts caused by welding,
burning, etc. shall be treated with power tooling at
proper time after installation of each oulffitting at
P.E., dock and quay stage. For pipes, see
Drawing 1.

TE RSB B A T A S B, o 222 ) 2% 2R il 2B 1
M TR BRIAE T RS A RBR , 5 708 24 1 I
) T HRBAT AR

2. The condition of surface preparation and
painting shall be controlled by Line Q.C. under
monitoring of the coating manufacturer and
Shipyard 's inspector.

AL R R S AT R AR )1 A A b
B Q.C.HT#E .

LA m A PR
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Drawing 1

Typical section of pipe & pipe support
B SR R A

Y Pointed invisible/inaccessible
PIPE )
—~——————— areas due to touch between pipe

BT {
and U-bolt, supported, not be
U BOLT <—¥¥Zl— painted.
U i i <t— T T 0% U R . AL
SUPPORT w1 TH AN BT WL TG TIE B X 3G
BR 7 PR

Contaminations will be cleaned
with air blowing, etc. without
dismantling.

EARITE LT, RT3
59
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2.2. Treatment of installed galvanized outfitting
B2 R B AR A 0 b 2 5 K
1) The galvanized pipes and handrails in W.B. Tank shall be treated as following procedure unless
otherwise specified in the specification.
BB N IBEREE 1 S ER Tl 4% IR R P AT AL B, BRARERIS Brh A e R E .
2) Work procedure

NN S SRS s

AR
FABRICATION AND GALVANIZING
T P
|* """"""""" T Installation of the galvanized ouffitting during block
INSTALLATION | assembly and/or pre-oulffitting, and after block
e i painting.
Vo AR BORIC N U ke, oy Bk n, AR
| L
: Oil, moisture, dust and other foreign matter shall
CLEﬁ‘!iING | be cleaned.
MERTE] ,

[ — i

OVERCOATING
Bk

»% Note:
S SEE

- In case of applying the over coating to the galvanized outfitting before installation, touch up works
shall be carried out to the damaged part only after installation.
URAEVERF AT 228600, AT B, IHE 22288 ) AN R X B AL AT IR 4

- One primer coat may be over coated roughly and one finish coat shall be applied with the paint of
surrounding hull to the accessible area using spray without masking/etching primer for cosmetic
purpose. Accordingly, the dry film thickness of the over coating may not be the specified of
surrounding hull.
KB S VR L JRCAR TR, SR b J] LA A v ) ml ik 380 0 DX SR AT 0 — BE TR, A 1 3t H
AT o /P 2 S o BRI, TR AT ] LUAS 3 21 Jod [ AR o O 5K

- If 1.Z.S. or other special type of primer is specified, epoxy or equivalent type primer shall be used
instead of .Z.S. or other special type of primer.
U SRR E N O R B R R IR S (R, PASRU B ) A5 SR 20 0 T 4 o A P LA TE W LR IR
S BRI SR T A IR 4
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1. PROCEDURES FOR COATING INSPECTIONG
1. Reference Standard

S E

ISO 8501-1: 1988: Rust grades and preparation grades of uncoated steel substrates and of steel

substrates after overall removal of previous coatings
AURZE AN T B4 30 25 B T R 2 R B o A5 200 5 34 1 Ak 1 45 4%

ISO 8501-3: 2001: Preparation grades of welds, cut edges and other areas with surface

imperfections
FREE . D)L B AR T AN 50 8 1) DX 2 T Ak PR A4
ISO 8502-3: 1993: Assessment of dust on steel surfaces prepared for painting

(pressure-sensitive tape method)

IR T AR VAL (BRI

ISO 8502-6: 1995: Extraction of soluble contamination for analysis------ Bresle method
FEHU AT BG4 o3 Hr—Bresle J7i2

ISO 8502-9: 1998: Field method for the conductometric determination of water-soluble salts
DXL AT T A

ISO 8503-1: 1988: Specifications and definitions for ISO surface profile comparators for the

assessment of abrasive blast-cleaned surfaces
PP ELE AR 5 5 X
ISO 8503-2: 1988: Method for the grading of surface profile of abrasive blast-cleaned

surfaces---- comparator procedure

PR b5 Vit 2 T ) TR RS 82 85 T VA ——HU R

SSPC-PA2: 2004: Measurement of Dry Paint Thickness with Magnetic Gages
AR A T 1 i J 500

ISO 4628-3: 2003: Paints and varnishes, Evaluation of degradation of coating, Designation of

quantity and size of defects, and of intensity of uniform changes in appearance

Part3_Assessment of degree of rusting

TR, TRIZBERGOTAL, SERECR S RN RIS AR s, o> 3 BRI AL .

2. General Principle for Inspection
o 2 Ji )

2.1 The objective of the coating inspection is to ensure that the required minimum level and quality
of protective coatings by PSPC is adequately applied.
WIER AT B H A PRUE DR VR 2 B SR AR v 2 PSPC B IREEK

10
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2.2 It is recognized that in practice it is almost impossible to obtain a perfect coating that has no
small imperfections, even with the best execution of this standard. Such perfect coating may
only be possible under laboratory conditions. With this in mind inspectors should have a
common understanding of what is the acceptable minimum level of quality of protective coatings
intended by the application of this standard.

IVEAZIG R SRR AR I A3 — R B A AN T RER, WA AE
IR AR AR SR 3 45 A T SE) e BET-0b, A 03 B AT i b A S 7
e, ORI AR AE R SE G

2.3 Unless expressly provided otherwise in PSPC and this Guideline, inspection by sampling should

INPYINEAINIIETES
HH ) B A AT B2 32 A

be adopted to the extent necessary for making practical judgment. This means that the extent of
inspection could vary, depending on the quality control of shipyards, to ensure that the required
minimum level and quality is achieved in accordance with PSPC..
B T 11 PSPC bruERIFE I o CWIBARIFE 04, W R A BCRERS DA L i 22 e (R T, X R A
AR A AR, HEEMY) BRI R R UE IR 21 PSPC ARl 23K i S IR At
2.4 Inspection of surface preparation and coating processes shall be agreed upon between the
Owner, Shipyard and the coating manufacturer and presented to the Class for review. The
Class may, if it so requires, participate in the agreement process. Clear evidence of these
inspections shall be reported and be included in the Coating Technical File (CTF). The details
for procedures and which coating to use should be agreed in a pre-job conference between all
relevant parties.
AL BEFIRBEFE P AT S0 75 22 I M A5« ) AR 8 =] (R A mT AR AS MY RAL W B o iR geatmT LA,
WA EORIN, SN BOERE . KR A I H H RS B S TIRIZHRSCH(CTR) R4y
IR J2 B N 5 A2 AT 2 WO B &7 AT
2.5 The Coating inspector shall be certified to NACE Coating Inspector Level 2, FROSIO Inspector
Level lll, or an equivalent qualification as verified by the Administration/Class..
WIERE AT NACE W2 A 51 2 44al FROSIO R A it 11 fFAIE , 8k P AT GRS 1/ At
RSB B o
2.6 The choice of coating inspector(s) should be part of the inspection agreement. Any of the parties
involved in the inspection agreement have the right to request for replacement of the inspector
who is deemed unsuitable or unsatisfactory for the proper progress of the vessel's construction.
If the parties to the agreement consider that such a request is justified, the inspector shall be
replaced as soon as conveniently possible by another inspector who is qualified in accordance
with PSPC’s requirement.
URIZ R DL R IE P AT I M) — 800 o A AP P AT AT — T AR SR B A A 51, 2 )5k
B AN AN B BN AL A R IER R . S RO A DT DO B RE SRS IR 2, A

11
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A oy it AT REMLAL RV 5 — M & PSPC B ER KA 6

2.7 If the coating inspector requires assistance from other persons to do the part of the inspections

under the coating inspector's supervision, those persons shall be trained to the coating
inspector's satisfaction. The training record shall be available for verification.

IR LB T 58— M AR A, NAETR 2 A A B R, i X S8 5y R e i B R4S 2R
JEAR A BT o BRUINE R T4 T EE.

2.8 Coating inspectors shall inspect surface preparation and coating application during the coating

process by carrying out, as a minimum, those inspection items identified in this practice.
Representative structural members shall be non-destructively examined for coating thickness.
TR A RESAT R, WRJEAG A D20 A R AL BERIR 0 1, 9 s /M, IX S8 & 100 H e A5 1]
W SCo MR ) 8 R A AT AR BRI PR 5200

2.9 Results from the inspection shall be recorded by the inspector and shall be included in the CTF.

KT o A A 78 TARREAT il sk IR LN CTF.

Where any defective areas were found at inspection, all such repairs shall be checked after
rectification and recorded in non-conformity report by the coating inspector.

FEARG AT I A A LRI A R B PR D3, Tk B 4B T s 75 R 7 HL E IR R A 1 Bl SRAEAN AT A 4R s
T

3. Coating Inspector Notice

WEKE B

3.1

3.2

3.3

The agreed certified coating inspector will inspect the condition of surface preparation and
quality coating work with the acceptable manner of this practice.

AR TR 8 BT A 2 O 7 A 7 2 T A B AR AT v (1 07 AT IR S s it L

The attendance of inspector

K O3t )

Shipyard will give the coating inspector notice of daily inspection schedule for the items. The
results of inspection shall be recorded on the daily log sheet, if any, with some notes for
references.

AR AR AR A DA RS A H R R A A5 RN SR AR T H RS L, IR A &
Notice for inspection

AL Z5UN

Shipyard shall provide a notice of inspection at the same day early in the morning when the
painting inspection is scheduled to be done.

Bk ATt C e, MR R B B AR AR A2 .

Considering the specific nature of painting work, Shipyard's inspector can rearrange and notify
the inspection schedule for the items which are cancelled, rescheduled or supplemented by

Shipyard due to unexpected yard's situation.

12
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2 18 B TAR Ry B PR, A 7T 53 AT DU 22 AEAR T AN AT PO ) B i B
TR R T ARG I H R

Shipyard shall use reasonable efforts to arrange painting inspection during normal working
hours throughout the entire period of construction of vessel. However, if it becomes necessary
in order to meet Shipyard's construction schedule to arrange the inspection beyond Shipyard's
normal working hours including on weekend and/or holiday, Shipyard will inform the coating
inspector of it in advance, and the coating inspector shall cooperate with Shipyard to be present
at such inspection.

FEREA AR I RE R, M) /AR L B AR IR () 22 HEVR AR I T H o SR, 2Ry T2 M)
AR, P HE RS AE — A H AN FUORR BB, ) R SR il s E A A 5L, IR
SRR R R A TR A

3.4 Judgment of inspection result

3.5

K 4 R A E

If the coating inspector requires additional test, measurement and inspection above the
requirement of this practice, the coating inspector has to have clear reason and can have the
right to require additional measurement.

R E R A 53 R EAT A Rty I AR A, A 95 e B 0 B b A BEAT SR A
A reasonable inspection judgment shall be made on the basis of the PSPC and common sense,
and agreed among the inspectors concerned.

HHARI A E TR T PSPC W, Haraend Mok & sl Al

Inspection items for coating inspector
URIERL AT SRR A0
Coating inspectors shall inspect surface preparation and coating application during the coating
process by carrying out. The detailed inspection items are according to “Quality Control
Process For Protective Coatings of Ballast tanks”.
FEMR I RESAT R, WA R A D2 A R AL BERIR 2 e FARR S 00 H AR (IR BUIKARIR
nRERELEHRE) .

13
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IV. PROCEDURE FOR COATING APPLICATION
W LR
1. PSP (Primary surface preparation)
PSP(—IREZHALH)
The procedure of the primary surface preparation assembly line: cleaning, pre-heated, shot
blasting, automatic painting, drying, steel plate transportation. Primary surface preparation and shop

priming are carried out by automation.

P IAL PR K it s VEV . T PRALBREE . AshiRde. [k ANBGE . PAh P A 7R TR

BWRR AT H AT .

Quality Control prior to PSP
— KR TE L RT R
1.1.1 The management of steel plate
MR E

1) Itis recommended that steel rust grade A or B plates to be used by way of the ballast tank areas
to ensure the stipulated profiles of 30 ~ 75 micrometer are reliably obtained and the profile
gauging may be reduced accordingly when these plates are used.

HERE s BN AL T AR 1 A5 2 0 A B B AR, DL £ AT 453 2058 BORLRE B2 30 ~ 75 ok Honl Lyt
A AL

Note that the incoming plate before blasting should be relatively clean. Oil, grease and
excessive Salt contamination on the incoming plates should be removed first to the extent
possible before blasting (since blasting will push these contaminants into the steel pores and
profile).

T R PRV AR LT b D T AR S M v o AN Bl Yl R R 1) B AR P T R R B
TEFE R CERA P RD I 2R X 2y Gy N SEN AR 2B A )

2) Where steel plate rust grade C is used then the extent of inspection should be increased
focusing on profile gauging as well as salt contamination accordingly to ensure the standard is
complied with.

AR AT C RN, 53 MR I6 Ve F L F A RE LA ER V5 %, AR IR TT S A o

3) Prior to primary surface preparation, the plate numbers and the name of Steel manufacturer

shall be recorded. (The report format sees: COATING LOG (PSP) )
—IRR A TR, AT SN AR Id . IRETEAN: W HE (PSPY)

1.1.2 The management of Abrasive
BRI
1) The selection of abrasive size and type shall be based on the type, grade and surface condition
of steel. When the new batch abrasive transported into the Shipyard, the batch number and date
shall be recorded.

PERHIR RS SRR IR T B AN DAY, S5 R4 AF o 2Btk IR RHE ) 5 i sxdtt

14
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5 HH.

2) The abrasive shall be dry and free of oil, grease and other contamination. Visually estimate the
grit size whether is according with the requirement.
BERHT T, Joul. Wi A Ay Gty . H AR B L RO 2 5 7 5 25K

3) If disqualification, this batch grit shall be not used. The eligible grit shall be stored at proper
place.

WERAGHE, EXHERIAGEATH . S48 10 BB A7 A A & 1T .

4) The cleanliness and size of recycled abrasive shall be maintained to ensure compliance with
specified standard.
PRI BRI 35 B A R s E R DR AT 45 R R T o

5) Prior to add new abrasive, it shall have a sampling test according to ISO 11127, allowable
soluble salt 250 1 s per cm maximum as determined by ISO 11127. The inspection and
record shall be carried out by Shipyard’s QA.
FEIMAHTEERLET, 5 24 RISO 11127 BERHBREA I, A 1 655 B K SOV 4 250pus/em.
i) QARE TR BT 3%

1.1.3 The management of Shop primer
i EEEE

1) The shop primer shall belong to zinc containing inhibitor free zinc silicate based or equivalent.
KRR I e T T oA R AR A ) 2R 2

2) The shop primer as a part of coating system shall pass a pre-qualification certified according to
PSPC and type-approved.
0] SRR N IR 2 R G 7y it iR P PSPCIl i & ks il H A AT

3) Compatibility with main coating system shall be confirmed by the coating manufacturer before
applied to the steel.
FEE T2V HAACHT, bR 78 7 B A2 AR 5 R BB ) e At

4) Prior to primary surface preparation, the plate humbers and the name of Steel manufacturer
shall be recorded. (The report format sees: COATING LOG (PSP) )

—UGRTITALBEET, AT SN A RR T IC . (BRETEL: IREEHE (PSP))

1.2 Blasting
b
1.2.1 Blasting shall not be carried out when the relative humidity of blasting cell is above 85% or the

surface temperature of steel is less than 3°C above the dew point.

AN P KT 85% AN A R T AR T ik il B 3°C, ANREREAT PP A
Where blasting is carried out in a blasting chamber the 85% humidity limit refers to the humidity

15
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inside the chamber not the outside humidity.

FEFRD b3 A TEAT P 1) 85 Yo 18 JEE IR Tl 1 25 JE LD 5 P FRJR8EE 8 T AN 2 AT AR

1.2.2 The steel surface shall be free of oil, grease, water and other contaminant before primary
surface preparation. If the steel obverse surface has clay, carpolite, straw or other garbage, use
broom or scoop to clean them. If the steel inverse surface has straw bag or other garbage, it shall
pause the pretreatment roller, then clean the steel surface.

BN 2 T FRUAL BE AT R 22 R T RS « K- A2 A IR Vet T RS RIR, HHE.
TR R IR TG bR o ANAR ST A7 AE B A Y, DR TUAR BEARTE 745, PR MR EA TS BE
1.2.3 Rolled hull structural steel shall be shot blasted to Sa 2 1/2 referring to ISO 8501-1.

ZRISO 8501-1, HLANTHALESa 2 Y.

Sand blasting to 1ISO 8501-1 Sa 2 '/, may be applied instead of shot blasting, when shot blasting is
considered impractical.

MP AL FEAR AT, RS AISO 8501-1 Sa 2 '/, il LIARE AL

1.2.4 The blasted steel plate shall be with anchor pattern between 30 ~ 75 microns measured by
Testex method or comparator.

PR IS AN 5 1L 2I30~75 OKHIRIRERE, I Testex )y ik sl LA T I =

1.2.5 The steel surface of outfitting such as pipes with nominal diameter over 250A, pipe support,
grating supports,etc. shall be grit blasted to the specified preparation grade.

FIBEAT BOAN BUR A I AR R 2502 K I 1 B 13088 MM SR a55%, T ih 2 di e 554 .
The pipe size mentioned above may be changed at Shipyard's discretion.

AR BRI 5 RO AT DU M) FR A R e

1.2.6 Checking of the steel surface cleanliness and roughness profile shall be carried out at the end
of the surface preparation and before the application of the primer, in accordance with the
manufacturer’'s recommendations.

MRYEMER] T HERE, AR T Ve MR R 88 5 6.3 T AL 2L A 7 18] SR It i LA

1.2.7 Before paint application is carried out NaCl (water soluble salts limit equivalent of NaCl) shall
be not more than 50 mg/m? according to ISO 8502-6/9.

HAEISO 8502-6/9, FEURHHE TAT, U (S5 R SUHk A Aty TT ¥ 0k £k B sk ) AN g3 50 mg/m?.
When satisfy the below the condition:

i A T A

Where:

(1) Primary surface preparation is carried out at a facility where environmental condition and quality

level do not change substantially, and;

16
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R AR B B KA B 2 A R K R e 0 B, B

(2) Primary surface preparation and shop primer are carried out by automation, and;

— UCR T AL B [ RS R B sk, H

(3) Shop primer is applied immediately after blasting.

PR I AL RVEA T 2 8] IR IR o

1.2.8 Checking surface contaminants such as dust, grease, oil, etc.

R AR IS Qe plin ik, whia, w, 554,

1.2.9 The primary surface preparation inspection requirements shall be satisfied by periodic spot

checks (once per month, three pieces of steel plate once, in general) and this procedure shall be

documented by the Coating inspector. (The report format sees: COATING LOG (PSP) )

FERY BOMERA R e, Bk, REHRSIRANAR) 75 W AL AL IS 25 5K H i 2 A A il oK.
R BN BEHE (PSP )

1.2.10 Water soluble salt: spot check one time per month, each time select three(3) steel plates,

measured one point on per steel plate at random, if three points all eligible, it's acceptable; if two
points and over are not eligible, then it's not acceptable. When one point not eligible, select another
two(2) steel plate, if two points both eligible, it's acceptable; if one point not eligible, then it's not
acceptable.

Forpr R D0 B A sk AR B LI B 1 0, A 3R A Bl A WML N s 2 i 2 i A AN G #%, AL 4
BALBEA GRS ARG, K S 2KAMGEAT I &, 220 SR TR AN AL BE S A, T
TRANERS, BDAE N AP A

1.3 Shop priming
ZE 1A R
1.3.1 Shop primer is applied immediately after blasting.
FEMRD 5, 55 7 RIEAT 42 8] IR TR
1.3.2 Right after the primary surface preparation, one (1) coat of average 20 £ 5 um DFT according
to the technical data sheet of inorganic zinc silicate type shop primer shall be applied on the steel.
YA PETE G, — AR i T 20 £5 um JoHUERR B 4= [R] SIS .
1.3.3 Primer coating should be uniform visual inspection for defect of shop primer.

JIRERTR 2 N ST I H AR AR

17
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2. Steel Surface preparation
GIE AL

2.1 Edges shall be treated to a rounded radius of minimum 2mm, or subjected to three pass grinding
or at least equivalent process before painting.
UREEHT, JLALBER A Dy 2mm (IR, BRI = IRAT B R D e AR AL P
"Equivalent process" means a process that produces an edge profile geometrically equivalent to, or
better than that usually obtained by three pass grinding which results in an effective coating
performance.

“ERRAR R A AL B E P AR L UTTIR ERAERL, BT AT AR RO R R I T B
2.2 Grinding with mechanical tools shall be considered as equivalent method to the above specified
Grinding with mechanical tools shall be applied as follows.

WZh ) TRAT I 207% R A8 1R 1 Lifida g (175 2. 3 ) THATEE W -

DETAIL 4177 APPLICATION RESULT W 45 3%
¢ ONE(1) PASS GRINDING + BURR REMOVAL
—JEFT BE+ 2 BRE L

CUT SURFACE : BURR | AFTER BURR REMOVAL |

L abt. 1mm

2 To minimize the burr, grinder revolving

¥ After burr removal, the edge to be
direction to be toward cut surface.

H TR N, B s 7 1) 1 ) D) smoothened.
3% Burr removal method: BOLRE, Yol X

Disc papering
B LR W0 AR

2.3 The detailed inspection items are according to “Quality Control Process For Protective
Coatings of Ballast tanks”.

HAR H RS (EEKRARPREREERRE) .

2.4 The results of inspection related to this section are to be recorded by the coating inspector. (The
report format sees: COATING LOG (SSP) )

IR R B A R R A A AT sk . (RS A IRBEHE (LRI R,
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2.5 Touch up may be applied with Builder's standard primer to the flame cut edge, welding bead
and damaged area as far as applicable at Shipyard's convenience.
KIGUIRIRIIL  JRGERIABA D I ) PT RE ARG A O 75 SR T BRER AR o

19
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3. Secondary and localized surface preparation
TIRRMALE S 7R AL

3.1. General description

3.2.

ik
1)

Surf
B
1)

The secondary preparation grade shall be complied with IMO PSPC.

TIRER AL E T IMO PSPC.

Fume of welding and flame cutting shall be properly removed, but remaining trace may be
visible.

PERERLK GV R H 55 008 4 LBy, A ] hk B R

Welding defects such as the localized blow hole, etc. in welding beads found during surface
preparation inspection shall either be repaired by welding or marked with tape for later repair.

AR AL BRAT LIRS , MR A% (R e o 91 B Jey L A5 7 AT AN B HE R LS A A

ace preparation at block stage

B Bk T AL

Damaged shop primer and welds shall be blasted to Sa 2 "/, referring to 1SO 8501-1.

ZH 1S0 8501-1, [l AR MHREE TG v & Sa 2'h.
"Damaged shop primer" means the areas where the condition of the shop primer in the opinion
of the coating inspector or coating manufacturer of main coating system, will result in a
reduced performance of the main coating system. (Example areas of burnt damage, corrosion
or mechanical damages)

OB PR 4 )RR A AR A VR SR A A O i YR e LA T R T R R A A, S R R
JEVERE, (Blinkedt, B U X 80 .

Intact shop primer may be retained and shall be cleaned by sweep blasting, high pressure
water washing.The shop primer as a part of coating system shall pass a pre-qualification
certified according to PSPC and type-approved. Compatibility with main coating system shall
be confirmed by the coating manufacturer

SO )2 ) e AT DR B H RS L s B /K HEA T il o 45 () IR IR = R G —H8 70 i il PSPC
plibURcEy v ST 7N A R Ve NI N e T N S 1) e TR e b N L 08

Profile shall be 30 ~ 75 micr on in case of full or partial blasting measured by Testex method or
comparator.
H Testex 77k sl ELACHAT I &, RS LA 3 30 ~ 75 Tk 24K H #8445l R B e

St 3 shall be accepted as the method of rectification for the small areas where blasting is
omitted or insufficiently treated after blasting.

AP A R B AN FE R NX T T St 3 HEAT B IE .
The steel surface shall be tested for levels of remaining NaCl (water soluble salts limit
equivalent of NaCl) in at least one location per block.

FEAN X BEA D s AN RS EAT 5k B U0 B (5 1) T A B gy & PR ) ) 5 St

NaCl (water soluble salts limit equivalent of NaCl) shall be not more than 50 mg/m? according
to ISO 8502-6/9.

20
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7)

4 1S0 8502-6/9, S (S [7) T U4 A T ¥ 0 2 PR 4 A ik 50 mg/m?.

After surface preparation and cleaning, visual inspection to check dust on the steel surface
shall be carried out. Lower dust size classes to be removed if visible on the surface to be
coated without magnification.

RIMACFERE R 5, AT AR R A A o ANBORIIS LT, ANRSF IR AR R T ]
LI, T iERR

Dust quantity rating “1” for dust size class “3”, “4” or “5”. Lower dust size classes less than “3”

are invisible on the steel surface unless they are accumulated in large quantity. Visible

accumulated dust shall be removed to the extent of invisible level.

IRAESE Ry “37, "4"5 “5” RSN “17. BRI F G T “37 IR AA AT ILERAE
KEME. A W HERUKR A 7535 bR AN AT DL

If there is dispute among all parties to the inspection and any two parts agreed that it is
necessary, then tape test for dust may be used according to ISO 8502-3.

WMARPrE AT A AW HAREW I A2 i 1), WSS 1ISO 8502-3, R JH gty ki .
The results of inspection related to this section are to be recorded by the coating inspector.
(The report format sees: COATING LOG (SSP))

PR R R A A R iR S A AT IR . GREBAS A WREHE (CUCRIMAERD).

If the steel plates arrived at the yard have already been shop primed from the steel plant or
paint subcontractors. In such cases full blasting to Sa 2.5 for shop primed surface shall be
carried out in addition to the requirements of the standard for secondary surface preparation,
unless all requirements of the standard for primary surface preparation have been complied
with, including the inspection requirements of mentioned in the standard. All inspections and
tests should be documented by the Coating Inspector before initiating secondary surface
preparation.

FERFPE O, SR RN CAEAN) BRI R AL I T 1 41 . AEUETE DL, ARl
Bl P2 Sa 2.5 Br T CRIMIARMER K, BRAFTUL LS T SFRUETT K, IEARAE b ok
it Ko £ UCRITITURHT, WRZ R i s e ik & 5 Pty 2% .
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3.3. Surface preparation after pre-erection and erection at P.E./Dock/Quay stage

(surface treatment after erection)

PRAE B S A e 2L/t /A S B B R T Ak 2

1)

Butts (erection joint) shall be treated to St 3 or better or Sa 2 1/2 where practicable at Shipyard's
convenience. (Butt refers to the erection joint)

BT T, R4Sk (FEERAE) Tk & St3 sl fak Sa 2 1/2. CRKEELS RIEHIR4E)
St 3 shall be applied to the small damages up to 2% of the total area of the water ballast tank.
Sa 2.5 shall be applied to the contiguous damages over 25 m? or over 2% of the total area of
the water ballast tank.

AN T RPUA B R AR BN 2% , ACFEE St3. ARUTAUBEIRIA 2R AR BN AL 25m 5
il 2%, WAbPE4S Sa 2.5,

Damage means the areas where the damage reaches steel surface. Otherwise, defects within
coating layers shall be touched up to the specified dry film thickness after appropriate treatment
of coating surface.

DR B A RIR IR T 34b, V2 AR B L8 22 R 1 AL BE S AR 45 E 1) T S 34T 2 4b
Defects are shall not be counted towards the 2% or 25m? assessment.

BRI AT 2%5k 25m> 514 .

Coating in overlap shall be feathered. Compatibility between main coatings shall be confirmed
by the coating manufacturer, where a certified main coating inevitably contacts or overlaps with
another type of certified main coating, e.g. partial re-coating of damaged part and coating
nearby butts, where different seasonal type of coatings have to be applied due to the change in
environmental condition. The selection of different seasonal type coating system shall satisfy
the requirement of PSPC and shall be type-approved.

IR IMARYE IR ) R e AT AL B . AT R AN P G i 2 0 D — AT B iR
2, EWERGHAYER M) RIAAT, B, IR SR Rk B R R R S R AR R A
FAF A TN Rl . S HIAS R R 2 R GE N A2 PSPC 2R IF HAT A ]
Inspection for the erection joint prior to coating shall mainly be visual inspection at the coating
inspector's discretion.

VRN TRT, HEBURGE AR A T VR R AL T 5L A A T AT AT A

The results of inspection related to this section are to be recorded by the coating inspector. (The
report format sees: COATING LOG (SP after erection))

IR R R A AR i R R AT il k. GIREEREAS L, IRBEHE R RImAEHD) .
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4. Application of paint
W T

4.1 Condition inspection prior to application of paint

1)

VR T A AR A

Painting work shall not be carried out while relative humidity is above 85% or surface
temperature is less than 3°C above dew point.

AR L 85% sk il BEAIC T 8 /U 3°C, WIANREREATIRBE T AE .

Moisture shall be removed until no visible moisture remains.

s LBl UE 20 ] W R R

Oil and grease contaminants shall be removed with appropriate method according to the
coating manufacturer's recommendation.

AR A R R A T = ) 7R Bt R T

Dust and mud contaminants shall be removed with rag, broom, brush, compressed air or
vacuum cleaner, etc.

AT s B i It s B AR s S R K AR5 Ve o

Suitable marker shall be used and not be removed, marker to be confirmed by the coating
supplier.

EE R T B HARREER, il 5 BT A Mg m A,

Adequate ventilation is necessary for the proper drying and curing of coating. Ventilation
should be maintained throughout the application process and for a period after application is
completed, as recommended by the coating manufacturer.

T PR T A o A T 78 RSB e AR AR | R R, A R b O e e ) —
BN T 2B DR 38 X o

The results of inspection related to this section are to be recorded by the coating inspector.
(The report format sees: COATING LOG (Painting and NDFT Measurement Report) )

I R A A 5 R R JE AR A AT I 5 o IR NS W, U 3 QR TR A AR 75 ) 6
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4.2. Painting standard
W

1) Overall/main coating

£

O

In general, airless spray shall be applied; however, hand brush or roller may be applied
where it is more suitable than airless spray.

—REDL R, R ER; AR, TR AR R T R T 2 ST L e R I A Y D
The factors such as recoating interval, mixing ratio, etc. shall be in accordance with the
coating manufacturer's recommendation.

IR SR TR TR 0 A8 S K MR AR T A P A

Minor sags and runs (covering less than % m?) are allowed unless they are excessive and/or
cover large area extensively or is running over welding seam or edges building up dry film
thickness to above the maximum specified dry film thickness.

AN CEL R ANHEIE Ve m?) T4 Bl ™ o FL/s B o 0 Bl s SR A A sl 2% S 80T
R JE R T4 5 10T 5 PR e KA

The difference of color due to the different coating stage/time and aging of coating shall be
considered as natural state and it shall be left as it is, unless the performance and quality of
the coating are affected.

H1 T AN IR B T = AR 22 A 8 BARIRAS, HT OB, BRARR 2 PERER i 52 1)
S o

The small damaged part for galvanized steel, mainly incurred from welding and mechanical
damage, may be touched up with surrounding paint or equivalent.

PERE I AR DX A, Sl TR LB AT7 T RAAE A5 ] R A 5 A ] sl A5 PR 4
Wet film thickness of each coating is typically checked by the painter for reference to achieve
objectives of dry film thickness.

B SR AR5 H g b AT R A A B E TS H

Representative dry film thickness shall be measured after each coat except for final coat for
reference as guidance for subsequent work, and the total dry film thickness after completion
of final coat shall be confirmed.

N TR EETAE, BRigaiR)z2ah, B RO 2 T i e TR, BB R A e n Bt T
R K EI RN

NDFT 320 #m with 90/10 rule shall be applied.

Y H] 90710 & 44 ST 320 kme

Maximum total dry film thickness shall be in according to the coating manufacturer's detailed
specifications.

el I 18 g AL T AR AR Yo 32 ey L AR 5
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Meanwhile, care shall be taken to avoid increasing the thickness in an exaggerated way.

[I I, 5 v e G Y L 0 )

Thinner shall be applied as per coating manufacturer's recommendation.

Tt o 700 4S8 5 R A0 ek 2 o PR A

The top coat shall be of a light color in order to facilitate in-service inspection.

AR 7 b e € LB T BR IR S N RO 36

Light color means a color that reflects light to an extent that a simple flash light (hand torch)
will make inspection easy and fast. Normally light grey, buff, off-white, swimming pool
blue/green, etc. are easily distinguishable from rust.

OB AT 2 Y A SO G2 BV 2 NG By TR A 3l H K St i
VKt /A, B T SO

25



SHANGHAI WAIGAOQIAO SHIPBUILDING CO.,LTD A A A R )

2) Stripe coat (touch up)

T (BAMD

(D Stripe coats should be applied as a coherent film showing good film formation and no visible
defects. The application method employed should ensure that all areas that require stripe
coating are properly coated by brush or roller.
PR T P B S (1 R 4 VR I HL G w] Wk o 0 T 3SR SR P T B DR T A 85 PR £ DX sl A 5
AT S IE AR

@ Stripe coating is painting of edges, welds, hard to reach areas, etc., to ensure good paint
adhesion and proper paint thickness in critical areas.
. ARG HELLBIR R XA TR, A DR DG BEE X 8k R 1R 2 S5 ) S s B R

3 There shall be a minimum of two stripe coats except that the second stripe coat, by way of
welded seams only, may be reduced in scope where it is proven that the NDFT can be met by
the coats applied in order to avoid unnecessary over thickness. Any reduction in scope of the
(second) stripe coat shall be fully detailed in the CTF.
B TR AEREAT S TR, PIRETORAE BB A AT, U ORI v T, A TR
REMGW AL, DARE S AN LRI . AT R0 MITRTAE CTF s fihik
To dispense the (second) stripe coat in scope, the DFT measurement adjacent to the welds, not
further than 15mm from the welds, is acceptable. Statistical sampling measurement similar to
those for flat surface is acceptable for the verification of NDFT. Welded seams mean both butt
and fillet welds.
WS ) PURTGHL, TN RS ReE, (A TR 15mm, R, 4 LT
JE BN T R AR I R i X . SR AR AR K B AR B

@ The reduction of 2nd stripe coat on the welds shall be decided by Shipyard, approved and
documented by Coating Inspector. This is subject to the satisfaction of the actual dry film
thickness.
FREE I H B PA D 7 AT DE IS R R AT AT

® In case two (2) stripe coats to be applied, the colour of 1st stripe coat will be different from

1St

main coat and 2nd stripe coat can be same as final main coat.
AR T 2 FERR, W BEPORIIB AR T 58— L B 2R, 5 TR R s — R
2o

S
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® Stripe coats shall be applied as follows.

TR
Item Sub-item | Treatment Example of area '\:(O't'?] Stripe coating R K
SH | A | A < 5 "BE Wik emar
Hole | Small hole
edge AN ©
134 | Large hole ®
By grinding | % K
Flame-cut FT B Free | Collar plate ®
edge edge [l A
Edge | ‘KJA#IL H Stiffener @
] bl NEY]
By rolling .
machine T-b?_r%(;ng" ®
LML
Rolled | By rolling Angle-longi., 1% stripe coat
edge machine Rolled flat bar ®
fih | AL | M, PR 01 Before 1° full coat
By welding
Automatic| machine Joint of longi. and O After 1% full coat
welding | /equipment plate @ 0
EE | | YR 2" stripe coat
W
Joint of collar plate [ Before 2" full coat
(where itis
impracticable to O After 2" full coat
obtain sufficient DFT
Welding by spraying) o
seam FHl Pl Al Py e 4% (e m)
14 13 21205 (1 % 5 114 X
Manual By hand 1)
welding welding —
T4 F TR Joint of stllff(.aner
(where itis
practicable to obtain
sufficient DFT by
spraying) © O
IR A (GemE )
13 21205 (1 5% 5 114 X
)
Remark: Mark "O": Unless NDFT is not proved, Two stripe coat shall be applied.

#4E: RO BRIRA SUBRERBEL. FURGHETR.
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74

scallop man-hole
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5. Treatment of paint failure

IREBEGR A AL B T
- The paint failure shall be treated as follows.
TR BB AL PR LT «
Failure Treatment
] ab2 77
1) Scraping blister.

Blistering B
i) 2) Power tool cleaning the surface and coating as original coating.

B ) TR R I Hl TRA W=

1) Roughening the surface with sand paper or disc sander.

FRD Bz 4R sehb e i B AR 1

Exceeding of overcoat

interval 2) Applying subsequent coating
AR I e Sk 24 .
1) Minor extent or confined space shall be accepted as it is.
/N BB N X R 2 52
Blushing 2) Visible space with major extent shall be treated with thinner wiping.
AR I R DRI AT 5 L i v AR st
3) If necessary, recoating may be done.
g, )RR
1) Disc sweeping the area to which reaches.
Cracking D EE A i T 240A 21 (1) X Ik
VAR 2) Applying coats as the Specification.
FRS A0 TR
1) Scraping off affected film surface.
Peeling off il F2 52 B 5 (1R AR 1T
Jid 2 2) Power tool cleaning and coating as original system.

2 T AR R I Hl T AR )=

1) Leavingitas itis unless itis excessive and covers large area.

Sagging / Runni
agging / Running 5 B JEURE IR Al 7™ T b K TR 7 o

Wrinkling .
i 2) If necessary, touching up the area.
Wik, 4k \ :
Wb B, BRI X I
Bleeding Leaving it as it is.
HR{Y, TR B A

¢ Note: Detailed repair shall be done as per Shipyard's work procedure and Coating manufacturer's

recommendation.

ik RARBVEAMGRT)  TARGURE S v (A7 o
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6. Inspection standard of DFT measurement
T A B

6.1. General

38 N

1)

Magnetic or electromagnetic dry film thickness gauges shall be used to measure dry film
thickness.
T A P A BRI
Total dry film thickness shall be measured after completion of the final coat. Representative dry
film thickness shall be measured after each coat except for final coat for reference as guidance
for subsequent work.
WJGRE L85, WA TRABENE . Bria— 2 A0, MERRE: TARRRS, SRR MR
I J 5 BEA T £
No measurement shall be made for the edge of structural members and section of holes, etc.
where stripe coating is generally applied and/or measurement is difficult or impracticable to
avoid error sources.
SR G AL RS AN I R, — O JLBEAT PR AN/ Sl o PR A VA AT, L A 2
HRIE R .
Confirmation that the measured DFT meets the requirements of PSPC shall be made for each
tank or unit smaller than a tank, e.g., part/area of a section. At least the following items shall be
recorded.
X PRI = BN TR T, BB R D, IG5 2 2 PSPC 1)
Bk #/DLUFIUH Al
(1) Date and signature of the coating inspector
URIER A AR 2644
(2) Name of the tank (Name of part/area of the section, if smaller unit than the whole tank)
FEE TR (DI A4 BRI RR, i F 2 PR S /N T)
(3) Coating specification (NDFT, max. and min. thickness etc.)
WRIERME S (8 SCT R RE, e KM /MBS 45D
(4) Number of measurements, minimum, maximum, average

MRS, fME. BORE. T

6.2 Requirement DFT measurement and acceptance criteria

TR SR B EE R KA AT
In principle, number of measurement shall be as follows;
JEO) IR
One gauge reading per 5 m? of flat surface areas.

S LA 5 m? A
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2)

One gauge reading at 2 to 3 m interval and as close as possible to tank boundaries, but not further
than 15mm from edges of tank boundaries.

PRI T RESELT IR 1A S, (HERIL AN T 16mm,  BERE 2 21 3 K&

Tank boundaries means the extreme longitudinal, transverse, and vertical corner welds of the tank
boundary plates, and gauge readings shall be taken adjacent to the welds, not further than 15mm
from the welds.

RS R O A  RE) JEEARAER T,  MEEA Ae R R A, (HA 4% 15mm iz,
Longitudinal and transverse stiffener member

PR NN A LTE PR )

One set of gauge readings as shown below, taken at 2 to 3 m run and not less than two sets
between primary support members.

Nl BERIRE 2 2 3 KBt T BRI, , e LS W) 20 2 4 8.

Primary support members

L

R

Longitudinal and transverse stiffeners

15 mm(Typical from edges)

L .
— T —— + P T —] I
Figure

Note: Arrows of diagram indicate critical areas and should be understood to mean indication for both
sides.

vt BURHET KT 10 A B IR, N EE A FiR s A

3 gauge readings for each set of primary support members and 1 or 2 gauge readings for each set
of other members as indicated by the arrows in the diagram.

(1 gauge reading to be taken for the bulb & flat bar longitudinal)

X B, B 3 AL, AR A A1 B 2 B (

For primary support members (Longitudinal girder and transverse web) one set of gauge readings
for 2 to 3 m run shown in figure 3 above but not less than three sets.

X EREEE (R B0, Wk 3 Fros, &G 2 21 3 KR 418k, HADT 341,
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6.3

V.

Longitudinal girder and transverse web in double skin structure shall be measured as flat surface
areas i.e. one gauge reading per 5 m? and at least one reading per Longitudinal girder or
transverse web.

UL 255 e P9 B 1) G R A 1) JORARAE DAy~ T 326 T 000, B0 6 -7 K — s ELE— 2 1) e sl 1) 1)) 22
D R

Around openings one gauge reading from each side of the opening

Opening means 400mm or above in diameter.

TEEEE, JF ORI AN . TR AR TS T 400mm.,

Five gauge readings per square meter (mz) but not less than three gauge readings taken at
complex areas(i.e. large brackets of primary support members)

FESL B DI B0 32 S B RSO, B P I KB 5 5, HAVD T 34N A

Additional spot checks to be taken to verify coating thickness for any area considered necessary by

the coating inspector.

VR R G AT ARG RS, TEAT AN ilAer LU IR A ) o

Acceptance criteria

INATHEN

90/10 rule to be applied.

90/10 A5 K )

Discard any unusually high or low gauge reading that can not be repeated consistently.

LRRARTELLAE (AN (10 e AR 3 K

Coating Log
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Position i1 15:

COATING LOG (PSP)
WERAS (FLED

Test Date H -

Serial No.J 7415

Name/No. Of Ship A& /45 :

Database 3 f4H4R 5

Plate Numbers 445

Name Of Shipyard/Steel
Manufacturer f5J /1)

Test Enviroment

(Requirement: R.H.(%)<<85%; S.T.(°C)-D.P(°C)>3°C)
WARFFE (CBsk. MHXHEE <85%; IR AMEE>3°C)

Before jiii L f{ij

Weather Changes K< 5888451k,

Remarks: %71

Measured Time & 6]

Air Temp. S (C)

Relative Humidity X8R (%)

Dew Point # /5 (°C)

Surface Temp. [ (°C)

Primary Surface Preparation (Requirement: Surface Profile: sa2.5, 30~75n m;

So

dium Chloride<50mg/m2)

WALEE (BR. RIEFREE: 30~75u m; AJ¥M:EE<<50mg/m2 NacCl)

Water Soluble Salts
43 (mg/m?)

Oil/Grease i/ g

Dust K72

Surface Profiles (um) 2 [Tk &

Surface Cleanliness 43¢ [ ¥ i i

Remarks: £

Shop Primer %[5 &%

Manufacturer

REHE R

App. Method
Wi LJ7i%:

Product Name 748} 44 Fr

Remarks:

L

Identification Mark/Number 7= i b5 iR/ 4 :

Product Batch No. 3 kit =

Recommended D.F.T. b5 5 i

Measured D.F.T. T 15 5 J& il 242 -

curing [#{k

Inspected By
A AR

Comments

Conclusion

B 2w

Signature

&4

Date/Time
H 37/m 1)

Coating Inspector’s Name
e RN
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COATING LOG (SSP)
BEHE (ZWREFmAF)

Position b £ : Test date i H 3 Serial No.J7°41'5 :
Name/No. Of Ship Tank/Block No.:
MBI S BIaB s
Team: Team Foreman: Inter Qc:
Jiti .55 55 BA HYEN 9 Qc

Steel Structure Condition (Requirement: 1SO8501-3, P2; Edge to be treated to a rounded radius of 2mm(min.) or three
pass) PR GEMIFM: (ESK: 1S08501-3, P2; IS AT pL % Al 2mm A2 ([ 4, 3R = IRFT %)

Type of defect Repair Method Repair Confirm/Date
[N it (LZVIEN B AL H 3

Test Environment  (Requirement: R.H.(%)<<85%; S.T.(°C)-D. P(°C)>3°C
PRIABE CEOR: MIXHEE <85%; AN JE -8 Mg >3°C)

Measured Time &[]

Air Temp. <#(C)

Relative Humidity AHXJ¥2 L (%)

Dew Point # 5 (C)

Surface Temp. 2 I Z(°C)

Remarks: 857+

Secondary Surface Preparation KR EALHE

Water Soluble Salts Oil/Grease W/ fg Yes 1§ No ¢
E’iﬁj\(mg/mz) * Dust 7’)22{3**

Surface Profiles (pum) 2 [P RS

Surface Cleanliness 43¢ ¥ i i

Remarks: £33 : (* Measurement realised under 1SO 8502-9. il 2% 1SO 8502-9; ** Dust rating evaluation conducted
under 1SO8502-3 |1 Z7% 1S08502-3.)

Inspected By Comments Conclusion | Signature Date/Time
REAR B ik 4 H /8 1]

Coating Inspector’s Name ¥4% )2 6 2% B -
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COATING LOG (Painting and NDFT Measurement Report)

WERHE OR%E SRR S )

Position i 55 : Test date Uiz 13- Serial No.J¥41 %5 :

Name/No. Of Ship Tank/Block

%I 5 No.:M/4r Bt 5

Team: Team Foreman: Inter Qc:

it 1755 45 A T HEN N Qc

Manufacturer 3k} E 7= 7 First Coat 28 —18 7% 2 Second Coat %5 142

Product Name Of Coating ¥ ¥} 4 #x

Product ID/ Number 7= fhibril S /4m 5

Product Batch No. kMt

FIRST COAT &f—J& SECOND COAT 2 —J&
BEFORE Z Hif AFTER 2 )5 BEFORE Z Hif AFTER 2 )5
Measure Date/Time
N o (1)
S.T.(°C)
BB
Dry Temp.(°C)
Tl
R.H.(%)
AEDNT i 52
D.P(°C)
& K
Oil Contamination
NITRGIN X X
EEES
Stripe Coats
Final coat’s NDFT (um)
DFT Requirement 1« Coat 2nd Coat Position BARE
THEENR Numb. of point | Ratio | Numb. of point | _Ratio frE Min. NDFT | Max. NDFT | Ave. NDFT
NEHE Hart NEHE EFin:A BMNEE BAEE FHRE
Flat Area
<909
90% NDFT P
Frame
0, ~
90% NDFT~NDFT s
Outfitting
>
=Nt et
TOTAL
Final Coating Condition Confirm &ERERNHIA
Type of defect Repair Method Repair Confirm/Date
Al fa R A (LZVIEN AR A H 3
Remark #iF: (Pl &E£HE %K)
Inspected By Comments Conclusion | Signature Date/Time
REA R =9 i &4 H 3/k 18]

COATING INSPECTOR’S NAME

el DR
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SHANGHAI WAIGAOQIAO SHIPBUILDING CO.,LTD

A m A PR

COATING LOG (SP after erection)
wEHE (FirmmatE)

Position 1 £: Test date 55t H Serial No.J¥%1"5 :
Name/No. Of Ship Tank/Block No.:
MBS MBS
Team: Team Foreman: Inter Qc:
Jiti 157 55 BA i YEN D Qc
Steel Structure Condition (Requirement: 1SO8501-3, P2) 4M&i#y4&fF: (Zk: 1S08501-3, P2)
Type of defect Repair Method Repair Confirm/Date
NS [ WIEN EAMAH 3]

Surface Preparation after erection K&iBREALE *

The total area of tanks

(m2) : fE=HE

Requirement %k

Surface Cleanliness

Surface Profiles (um)

Remarks &3

RN B R RE
Butts (St3) _ * Damaged Area See Measured
:}i% report
- AR TR LU A
Contiguous df(:?;g:rse;p t?s%[ggnigr up to 2% of #k Other requirement refer
— to SSP
@Bi&&iﬁE@ﬁﬁ%ﬁg??%mz@zﬁﬁﬁﬁiﬂ . HAh B K 5% K b7
H1:2%.
Contiguous damages over 25m2 or over 2% of
total area  (Sa2.5) **
QUL X A5l PR BHEAR TR /S T 25m2 sl il 457 11 AR
112%.
Oil/Grease i/ fg Dust /R4

Test Environment  (Requirement: R.H.(%)<<85%; S.T.(°C)-D. P(°C)>3°C)
PRIABE CEOR: MIXHEE <85%; AN E -8 Mg >3°C)

Measured Time & i []

Air Temp. Si(C)

Relative Humidity FHXREE (%)

Dew Point # /i (°C)

Surface Temp. & [ J% (°C)

Remarks: £47F

Inspected By
BEAR

Comments
=N

Conclusion
ik

Signature
B

Date/Time
H H#A/it 18]

Coating Inspector’s Name WIERIA 5
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SHANGHAI

WAIGAOQIAO SHIPBUILDING CO.,LTD

A m A PR

NON CONFORMANCE REPORTS (NCR)
AERE (NCR)

HULL No.
5

Block/Tank’s No.
B E S

INSPECTION
DATE i H i)

PART OF STRUCTURE:

gk oy

DESCRIPTION OF FINDINGS:

HAAfE

REFERENCE DOCUMENT (daily log)

S CHARD

DISTRIBUTION PART: RECEIPT:

SIICHERT) ik

ACTION TAKEN:

KIATH):
Inspected By Signature Date/Time
REAR B4 H 33/ J8]

Coating Inspector’s Name
URIE KA 51
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