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1 GENERAL ik

This painting procedures defines the minimum requirements for the selection,
application, inspection, and testing of exterior surface coating systems for offshore
surface LD32-2/27-2 modules (facilities) for BZ34-1 oil field development project.

XOAEFPRTIRA 32-2/27-2 W b & WHEAMREIRFR M T — M REEK,
BRERGNLERE. TRAKT. KRETH.

2 REFERENCED PUBLICATIONS &% ({4

2.1 Applied Codes and Standards £ i fliwfE

Painting and corrosion protection shall be in accordance with the following
codes and standards:

MR AT BT S R B & T R AT AR HE

211 PRC Regulation: Safety Regulations for Fixed Platforms (PRC), Chapter 4,
Corrosion Protection.

PHEARNEE EEEF &L ENE.

2.1.2 American Society for Testing and Materials (ASTM)3 E#E &R R th<

ASTM A 123(89) Specifications for Zinc (Hot-Dip Galvanized) Coating on
Iron and Steel Products.

BAIMMNEI R ESE (HEE B

ASTM A 385(80) Practice for Providing High-Quality Zinc Coatings (Hot —
Dip).
RAEEENEL (A&

e ASTM D4541 Pull-Off Strength of Coatings Using Portable Adhesion
Tester

1% R (45 2K B 3 7 WA AT v 2 o Tl
e ASTM D3359 Test Methods for Measuring Adhesion by Tape Test
JZ s Bt R T ik ”
2.1.3  National Association of Corrosion Engineers (NACE)3 B &t T2 )fith &

NACE RP-01-76 Corrosion Control of Steel Fixed Offshore Platforms
Associated with Petroleum Production
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B LSRR TFERBE
2.14  Steel Structures Painting Council (SSPC)3 E4N & iR A S iriE

e SSPC-SP 1 Solvent Cleaning
WAL

e SSPC-SP2 Hand Tool Cleaning
FITHEHE

e SSPC-SP3 Power Tool Cleaning
A TRERE

e SSPC-SP7 Brush-off Blast Cleaning

e SSPC-SP10 Near-White Blasting Cleaning
EAZREE

e SSPC-PA2 Measurement of Dry Thickess with Magnetic Gages
RETENENTEEENE

2.2 Refer to the specification: SPC-GEN-CC-1001 REV 3
2.3 Manufacturer's Standards ¥ EiE) FrdE

Paint Manufacturer's data sheets, application instructions, and safety precautions
shall be considered part of this procedure.

RN ERE, BTHY, 22BN ETSEIFMER 357 .

3 SCOPE JAf&Ek

3.1  Surfaces Excluded from Abrasive Blasting and Painting P #58iR>, BHRHIRE
The following surfaces shall not be abrasive blasted or painted:
T 5% TR EAS N AT B R BRREE :
» Copper and copper alloys.
- HRWESE

» Fibreglass, plastic, or plastic-coated material not susceptible to ultraviolet
deterioration.

o BHLE, BH, BREMHEARZRINKEFEHERE
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3.2

3.3

3.4

* Stainless steel instrument cases and process control panels.
o AFEMRRENIZESIE

* Nameplates, machined surfaces, instrument glass, flange faces, control valve
stems, and similar items.

o GRME, MU, R, HEE, EHIRERD T AR,
* Stainless steel process piping and vessels (unless specifically required).
o NHEWMIZENRN (BRIEFIHME)D

* Insulated stainless steel process piping and vessels.

.« REMTEATISENRT

* Electrical conduit, breathers and drain fittings.

o HE, EXEE

Manufactured ltems | &£ 3k

a. Manufactured items such as flanges, elbows, valves and level gauges shall be
coated in accordance with this specification.

JRRFEZ, Bh, RITA{CRSMEK RX M ITEETIRE.

b. If manufacturer's paint system is not in accordance with this specification,
Vendor/Contractor shall blast and paint the item in accordance with this
specification. This condition may be waived only by Company approval in
writing.

MR HRHEBERESTEXAMNGE, W EACE N Y BXAEF
ITBEbmtEE, BRIER W FEBiE ERAHE.
Surfaces in Contact Zfh &R H

a. Surfaces of components in contact (bottom of skids, mounting surfaces of
equipment, pipe supports, brackets, bolt holes, etc.) shall be painted.

HERRE., RAMKERA. 34, Wi, 182758 RN L
792 38
b. Surfaces in contact shall receive a minimum of one coat of primer prior to
assembly (unless instructed otherwise by Company).

BilEAAEZ RO ER—BERE (BRI EFIMEHEHR) .
Environmental Criteria ¥ 3& 54t

a. Blasting shall be performed during dry weather.
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WERD R S TR SAR S T 2EAT

b. Dry blast cleaning operations shall not be conducted on surfaces that are
exposed to rain, water spray, or any other moisture.

TR A B AR ERRIREN D KPHT, RFEMDGEEREHREHET,

c. Blasting shall not be permitted when metal surface temperatures are less than
3°C above the dew point or when the relative humidity of the air is greater
than 85 percent.

HE£ERMBELEARED SCHNZSMAIEEANT 85%F 4 SVFBHD.

d. Surfaces shall not be coated in rain, wind, snow, fog, mist, dust, or in areas
where injurious airborne elements exist. :

£EW. K. B, . PERAEHEET IR RFENEBR R FRE.

e. Unless otherwise authorized by Company, coating shall be applied only if all
the following conditions exist:.

BrAEML E 0, BN IRAE TR FMHFENER T A BEHEATIRER L

» Surface temperature at least 3°C above dew point.
REABREZDHELR 3C.

* Relative humidity is below 85 percent
FEMEERT 85%-

* Any other conditions as recommended by coating manufacturer.
HAER &M THER S MERHEX.

* Prior to started abrasive blasting and painting work ,measureed/assessed
the ambient conditions shall include the potential sources like fumes,chemical
and salt spray.

Wi, Wi LRIV ERRFEPRBESREQRES. 0EY. $FE.

f. Painted surfaces upon which it rains prior to the paint being rainproof shall
be reblasted and repainted.

FEMRR J5 SR ) BB /K R TN R BRI K, I EF s fme .
3.5 Time Criteria f [B1Z5k
a. Blasting shall be performed during daylight hours.
WY R 7E H RS«
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b. Blast cleaned surfaces shall be coated with primer prior to sundown of the
same day, and before any rusting occurs.

BIPNEE B REUNAE DR A% L2281, REOKREFHGR LRE.
c. Coatings shall be applied only during daylight hours.
BB A A REAT
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4 COATING SYSTEMS %BEZR%

41 SystemA RZA
Structural steel above splash zone, Structural supports, underside of plate
deck, exterior surface of vessels, manifolds, piping, pumps, other equipment
process skid units and construction (non-insulated ,Operating temperature< 120
C), Shown in table 4.1:
RIEX DL EARSEH. GMSCHE. FRURES. ABSMRE. BIL. BR. B K
fhiR & T ZRRMIER (MREE, #BIEEE<1200C) , #HEK41:
Table 4.1:
Process Paint type Dry Film Coating |Potlife (20°C)|Thinner Color
BF HEERR thickness |interval(20°C) {8 &l Har  |Fkt Bl
(um) TR AR
TREE
Surface Surface cleaning; SSPC-SP10
preparation Surface profile:50~75um
RELE REEEES: SSPC-SP10
FREREE: 50~75um
Shop Sigmaweld165¢cn 25 3R 24 /i 90-53 grey
Primer* |EHEBREEN Xt
EHEE |EE 165¢cn
Primer |Sigmazinc102 60 6 /it 24 /it 91-92 Dark grey
K#  |HS BKE
HEAEERE
102HS
Second |Sigmacover410 200 8 /it 6 /it 91-92 Light grey
coating |3 %& 410
g
Finish Sigmadur188 60 6 /pET 5 it 21-06 See Color
coating | BEJETHE % 188 schedule for
i finish coating
REEHER
Total coating thickness 345
BRIEERE

1. All surface to be coated should be clean, dry and free from contamination.
oil or grease should be removed in accordance with SSPC-SP1 solvent

cleaning.
I ESBRRENEE. TR, TiEY. mEiERNE SSPC-SP1 BHIFE BRI &k
F*

2. Abrasive blast clean to SSPC-SP10. If oxidation has occurred between blasting
and application, the surface should be reblasted to the specified visual
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standard.

MR 2 SSPC-SP10, WMREBW kL RERML, FIARESAMNRANE
T A EIMERISIREK .

3. Ensure that the surface of the zinc primer is clean and free of zinc salts before
applying subsequent coats.

TR RERERE . L.

4. The shop primer is optional (can be omitted). If the shop primer was omitted,
the total coating thickness is 320um
FAEERTER (TLIERE). MBEAGEEEE, SRIEER 320um.

5. For Primer Sigmazinc102 HS will be substituted by Sigmazinc100LT during the
winter application.

EAFTBRER T EERKEA Sigmazinc100LT % Sigmazinc102 HS.

6. Forthe 2ndCoat Sigmacover410 will be substituted by Sigmacover410LT
during the winter application.

A FREEN T hE¥{E A Sigmacover410LT f£# Sigmacover410.
7. WEFHERIE (wind wall) %%, MEARZHET.
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42 SystemB R4 B
Plate decks including helicopter deck. See table 4.2.
PAREARE TS IR, SRERGLER 42,
Table 4.2
Pot life
. Dry Film Coating . .
P’;gcffs F;gg%gg thickness(um)| interval(20°C) ﬁ(":f 1;;5 T;g‘*’f’ %’E’

i FREE | BEER by -

Surf. Surface cleaning; SSPC-SP10
reuaraa(::)n Surface profile:50~75um
pi‘?ﬁﬂﬂ HEAEEL. SSPC-SP10
FEHAMEE: 50~75um
Shop Sigmaweld165¢cn 25 3K 24 /NEF | 90-53 grey
Primer* | EHEERREEZE R xt
ZE (A ER JE& 165¢cn
Second . .

, Sigmacover620 ! : } Light grey
coqa::t\;lggg IS 620 200 8 /it 4 /NEF 91-92 o
Fin:_sh Sigmacover620 200 i et 01-02 sfhe:dgg?;r
c?%;ég HE% 620 8 /I 4 /DR ) finish coating

REEHHaE
Total coating thickness 425
BERER
1. All surface to be coated should be clean, dry and free from

contamination. oil or grease should be removed in accordance with
SSPC-SP1 solvent cleaning.

FERGRANEE. TR, LY. mBAERNE SSPC-SP1 #liEERM
R % .

Abrasive blast clean to SSPC-SP10. If oxidation has occurred between
blasting and application, the surface should be reblasted to the specified
visual standard.

RUBBE SSPC-SP10, WRAEWH RMiT &AL, P REFHNEE
REHUR A EIME MSER.

Ensure that the surfacé of the zinc primer is clean and free of zinc
salts before applying subsequent coats.

EREGARREREREE. E8it.

The shop primer is optional (can be omitted). If the shop primer was
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omitted, the total coating thickness is 400um
ERRERTIER (TLAERR). WMRDRERESE, SKEER 400um,

5. Non skid aggregate shall be added on the intermediate coat for helicopter
deck, Deck Walkway s &Lay down areas.

RN, FREE. BEX, BRRTERNNELD.

6. For the 2ndCoat and Finish coating Sigmacover620 will be substituted by
Sigmacover620LT during the winter application.

FERFWRAEHE T G {F A Sigmacover620LT 4% Sigmacover620.
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43 SystemC R4 C
Exterior surface of vessels, manifolds, piping, pumps, Flange valves and
other equipment process skid units (insulated, Operating temperature< 120°C),
Shown in table 4.3:
. RM|HIRE. BIC. BiE. £, E=. BRI MARETERBIIR
| (fRERT, THEERK=S120C), HFERFERE 4.3,
Table 4.3
. . Pot life
Process Paint type thicl::l);\yezlsle) int:nc::lt(lggt) (20°C) | Thinner Color
B R i THER e | EOEE| W Bt
73 9 %,ﬂ%
Surf Surface cleaning; SSPC-SP10
eu raci;n Surface profile:50~85um
e HEAE L. SSPC-SP10
FKAAHNEE: 50~85um
Shop Sigmaweld165¢cn 25 3K 24 N 90-53 grey
Primer* | THLRERREFZ ] KE
T jH) BB JER¥E 165¢n
Primer Sigmacover620 N N ) Dark grey
% REE 620 150 8 /et 4 /NEF | 91-92 B
Finish Sigmacover620 B B ) Light grey
S ST 620 150 8 /Nt 4 /N 91-92 K
Total coating thickness 325
BRIEL R

1. All surface to be coated should be clean, dry and free from contamination.
oil or grease should be removed in accordance with SSPC-SP1 solvent
cleaning.

MR RENREE . TR Li5Y. HERAEEN . SSPC-SP1 B7liFER M
ERRE.

2. Abrasive blast clean to SSPC-SP10. If oxidation has occurred between
blasting and application, the surface should be reblasted to the specified
visual standard.

NWERPZE SSPC-SP10, W REMP KT KESM, ERESMRE
P EE FrRD Hak BIRE KIS EK
3. The shop primer is optional (can be omitted). If the shop primer was

omitted, the total coating thickness is 300um

R EERTIER (TUEEE). WRNREREE, REEE % 300um.
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4. shop primer only for steels operation temperature < 60°C, when operation

temperature= 60°C,Shop primer shall not be used(Coatings not to contain
zinc).

A RBEUE A THRAFRE <60 CRBRE . LEEEE =60 CHEREEA
A (FEREEFATEEE .

5. For the primer and Finish coating Sigmacover620 will be substituted by
Sigmacover620LT during the winter application.

ERFHERET %A Sigmacover620LT 1%# Sigmacover620.
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44 SystemD R4 D
Exterior surface of vessels, manifolds, piping, pumps, Flange valves and other
equipment process skid units (insulated, Operating temperature 120C~ 540°C),
See table 4.4.
SR, FRHIERME. BIL. BiE. £, 72, @BINHHARETIZRINE
H (REM, TEEE 120C~540TC), ZBERELR 4.4,
Table 4.4
Process Paint type thicEr?;ls:s"r(n )Coatzggoi(r;;erval Pot life (20°C) | Thinner Color
B | wEdn DT e | REWARE | AR it
surf Surface cleaning; SSPC-SP10
u ac;lg Surface profile:50~75um
p;%?zﬂ?" REMHEEE: SSPC-SP10
HEHREE: 50~75um
Sigma zinc
Primer 168 Greenish Grey
% 158
Second | Sigmatherm .
coating 540 25 16 /Bt - E Aluggum
% |[WREE 540
Finish | Sigmatherm .
coating 540 25 16 /Bt _ E Aluggum
Mg |WsiREE 540
Total coating thickness 100
BEREERE

1. All surface to be coated should be clean, dry and free from contamination.

oil or grease should be removed in accordance with SSPC-SP1 solvent
cleaning.

FIAPERRENEE . TR, LY. wWEkiERN% SSPC-SP1 BilERMER % .

2.

Abrasive blast clean to SSPC-SP10. If oxidation has occurred between
blasting and application, the surface should be reblasted to the specified
visual standard.

NEIRPE SSPC-SP10, MMBREMB AT R RERMN, FTEEESKERR
N EF R IFEEIE NS RER,

For the Flare tip in the heat effective range, steel suface tempurature 120°C
~540°C(based on the flare tip radiation calculation ) shall be coating in this
coating system,below 120°C section shall be coated with system A:
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4.5

KAIETRER S X IR, REIEE 120°C~540C (T KIERHERAELTE) K

System E R4 E

Exterior surface of vessels, manifolds, piping, pumps, Flange vaives and
other equipment process skid units (Operating temperature up to 540°C), Shown
in table 4.5.

M. AWRE. BIL. B8, R, 2. RITHORMEETZRNAER

M ( TAEBERXS540C), RGERFENEK 4.5,

Table 4.5
Dry Film L
Process | Painttype |thickness C°atgg,'g;e”a' Pot life (20°C) | Thinner|  Color
lsg HERR (nm) 0 R BEFEHAES | WR JigEN
TEEE -
Surf Surface cleaning; SSPC-SP10
reua?ai%n Surface profile:25~50um
e REAHELE: SSPC-SP10
REMRERE: 25~50um
. Sigmatherm .
Prr%gr 540 25 16 /Bt L % Aluggum
IR 540
Second | Sigmatherm .
coating 540 25 16 /it - % A'“%‘g”m
P | RS 540
Finish {Sigmatherm5 .
coating 40 25 16 /Bt — % Aluggum
| RRE 540
Total coating thickness 75
B

1. All surface to be coated should be clean, dry and free from contamination.

oil or grease should be removed in accordance with SSPC-SP1 solvent
cleaning.

TR SR RENEE TR TI5Y . E G SSPC-SP1 ETERR A E kR %

2. Abrasive blast clean to SSPC-SP10. If oxidation has occurred between
blasting and application, the surface should be reblasted to the specified visual
standard.

MBS ZE SSPC-SP10, MIREMW AP RESM, i RAESHNREN
EFRIFEEIME KIS WE K.

3. For Flare tip in the heat effective range, steel suface tempurature above 540
‘C(based on the flare tip radiation calculation ) shall be coating in this coating
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system,below 540°C section shall be coated with system D:
KIETERZ WX, REEEST 540C (ETXIETHMAKRETE) N
A RGEHEAT, RIDWESLALT 540°C N4 R4 D #H4T .
46 SystemF &% F
Interior surface of oil, produced water, waste water, seawater, diesel fuel

etc. vessels and tanks (Operating pressure. < 30 Bar, Operating temperature<
130°C). Shown in table 4.6

M. EFERAKEE. BKEE. ¥EOKEE. SemBEMARE (T{EES<30 Bar,
THYEEE< 130C). ZBEREAEK 4.6,

Table 4.6
Process Paint type thiczr?:a:s"Tpm) Coat;g%:gt)erval Pot life (20°C) | Thinner | Color
yhy i 3 Y >
B THEEER TR E R A REWAFEa | WR B
surf Surface cleaning; SSPC-SP10
reuaraa(:ﬁm Surface profile:50~75um -
i REAEEL: SSPC-SP10
RITHAREE: 50~75um
) Sigma .
Pr%'fg' pﬁgfé‘%‘:‘gdﬁgg 100 36 /it 4ppt (9192 ﬂ;gte
930
Sigma
Second .
: henguard935 Pink
t P ‘ ‘ -
co;;g AT 100 24 /it 4 /MRS 91-92 o,
935
.. Sigma
Finish .
; phenguard940 Light grey
t ; 5 - :
co% ;g BB EES 100 24 /i 4 /N 91-92 %K
940
Total coating thickness 300
REDEE

1. All surface to be coated should be clean, dry and free from contamination.

oil or grease should be removed in accordance with SSPC-SP1 solvent
cleaning. '

AR RENEE. T8, Y. HEIERNE SSPC-SP1 HiliERME

2. Abrasive blast clean to SSPC-SP10. If oxidation has occurred between

blasting and application, the surface should be reblasted to the specified visual
standard. )
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47 SystemG R#%K G
Interior surface of potable water tanks. Shown in table 4.7:
ABERAKEARET. ZRERGNEK 4.7
Table 4.7
Dry Film .
Process Paint type thickness Coat;gg:g;erval Pot life (20°C)| Thinner| Color
BrF hEERR (um) WA BEEHAES| R B
THREE )
Surfac Surface cleaning; SSPC-SP10
o a t? Surface profile:50~85um
P HEABELL: SSPC-SP10
RAABEE: 50~85um
. . Light
Primer | Sigmaguard720 \he N }
EE  |mEAsrEE 720 100 8 /Bt | 1.5 /N 9192 | green
BE&EE
Second . .
. Sigmaguard720 Light grey
coating Ay 100 8 /I 1.5 /e | 91-92 |7
g R EAMEE 720 WK
Finish . Light
coating jrli%ggggo 100 8 /it 1.5 /AT 91-92 | green
mg | NEES KEB
Total coating thickness 300
BESEE
1. All surface to be coated should be clean, dry and free from contamination.
oil or grease should be removed in accordance with SSPC-SP1 solvent
cleaning.
FEMGRRENGEE. TR, 5. mEis%RNE SSPC-SP1 BAlFRME
B
2.  Abrasive blast clean to SSPC-SP10. If oxidation has occurred between
blasting and application, the surface should be reblasted to the specified visual
standard.
NMBiEEZE SSPC-SP10, MIRZEMIW RELHRKAES, Fif KESAKREN
EFHBR AR ERSME K
3. Only the product approved with valid health certificate can be used for drinking

water application. After the tank is fully cured the tank should be high pressure

washed in fresh water.

LR A A RERIAE B A R A B KREA. BUENAREBXRK
k.
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4, Lining materials for carbon steel vessels are subject to special evaluation,
and shall always be approved by the purchaser.

BREMA R AR SR PR, FF BN b EHEHE
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48 SystemH R4 H

Galvanized parts $E££HI3 5

Handrail, Grating, ladders, walkways, Coating systems see table 4.8.

B, 3RF gl BT, EERERGELEK 4.8,

Table 4.8
Dry Film . Pot life
Process Paint type thickness inteCn(/)aaltgg’C) (20°C) | Thinner Color
BF THEEER sﬁwglﬁ S ] BEFEHA| W B
+ o
Surface .
) Surface cleaning; SSPC-SP7
i) RELTREL. SSPC-SP7
. . Yellow green
P;ﬂiﬁ'};’ i;g%g%gggo 100 8 /e g g | 9192 1)
See Color
Finish Sigmadur188 schedule for
HE S ASTE 188 60 6/hFF | 6/ | 21-06 | frish coating
' AEEHEER
otal coating thickness 160
BREEEE
1.Sigmacover280 will be substituted by Sigmacover280LT during the winter

application.
FEAZHE T A Sigmacover280LT 14# Sigmacover280 .
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49 System| Z#%i|

Interior and exterior surface of steel construction wall (concealed) of room.
coating system see table 4.9.

FRRSEARR. SARE GEREED) , AER9:

Table 4.9
. Pot life
. Dry Film “ Coating S .
Process Paint type . . . . (20°C) | Thinner Color
o e ) thickness(um) | interval(20°C) |, " 4
2R ThBRIRRY T 5 ] &g&:ﬁi e B
Surf Surface cleaning; SSPC-SP10
re“araa‘;;n Surface profile:40~50um
s FELTEL: SSPC-SP10
REFIREE: 40~50um
. Sigmaweld165cn 25 3R 24 /Nt 90-53 grey
e e [EMEEmEE R
J&#& 165¢n
) Sigmazinc102 .
ﬁ%g’ %ﬁgaﬁﬁ 60 6 /it 24 Ef | 91-92 mggw
102 HS
See Color
Finish Sigmacover410 schedule for
[i:1E2 3 EB 410 150 8 Y 6 /MR | 9192 | grigh coating
REBHAEE
Total coating thickness 235
BREREE
1. All surface to be coated should be clean, dry and free from contamination.
oil or grease should be removed in accordance with SSPC-SP1 solvent
cleaning.
FIAHGRRANEE. TR, Y. mEiENik SSPC-SP1 BHlEHRMAE
BR.

2. Abrasive blast clean to SSPC-SP10. If oxidation has occurred between

blasting and application, the surface should be reblasted to the specified
visual standard.

RISEE SSPC-SP10, IR AME BT h R A8, PFraRESILNEEN
T 3 TS A E R,

3. Ensure that the surface of the zinc primer is clean and free of zinc salts
before applying subsequent coats.

FEWAHRERREER . T8,
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4, The shop primer is optional (can be omitted). If the shop primer was omitted,
the total coating thickness is 210pm
EREBERITIEN (TUEK). WRARERRSE, SHEEN 210um.

5. For Primer Sigmazinc102 HS HS will be substituted by Sigmazinc100LT
during the winter application.

LT HREER T RgG A Sigmazinc100LT 18# Sigmazinc102 HS HS.

6. For the finish coat Sigmacover410 will be substituted by Sigmacover410LT
during the winter application.

EAZTRE T T HEKEH Sigmacover410LT 1£% Sigmacover410.

PAINTING PROCEDURES FOR LD32-2/27-2 MODULE PAGE 23 OF 43



CNOOC ENGINEERING SD-DOC-LD32-2/27-2 IM-CC-0001

410 SystemJ &% J

Interior and exterior surface of steel construction wall (unconcealed) of rooms.
Coating system see table 4.10.

FBREHEERAN . SARE (REFD) ., HE4.10:

Table 4.10
Process Paint type Dry Film Coating Pot life |Thinner |Color
B R thickness(um) | interval(20°C) | (20C) |##%l e
THEERE BEERE | REEH
A
Surface Surface cleaning; SSPC-SP10
preparation Surface profile:40~50um
R RIEAFEEL: SSPC-SP10
REHREE: 40~50um
Shop Sigmaweld 25 3K 24 /NBF {90-53 grey
Primer* 165¢n K
FREEE (T EREE
) JIE#E 165¢n
Primer  |Sigmazinc102 60 16 /BT 24 /\ef |91-92 Light grey
JRE HS BRE
REEHRE
102 HS
Second Sigmacover 150 8 /i 6 /NEt 91-92 grey
coating 410 &€
g HEE 410
Finish Sigmadur188 60 6 /NET 5 /NEF 21-06 See Color
coating BEREE schedule for
fisiB?3 188 finish coating
JEEEAR
Total coating thickness 295
BwESEE

1. All surface to be coated should be clean, dry and free from contamination.
oil or grease should be removed in accordance with SSPC-SP1 solvent

cleaning.
FiABBRRENIERE. TH. Li5Y. WmliEKN SSPC-SP1 #RIERIER
*o

2. Abrasive blast clean to SSPC-SP10. If oxidation has occurred between blasting
and application, the surface should be reblasted to the specified visual
standard.

MRS ZE SSPC-SP10, MREMY B T RESN, A RESMNRENE
HRES Hk B KI5 B K.

3. Ensure that the surface of the zinc primer is clean and free of zinc salts before
applying subsequent coats.
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B RAI IR RERTEYS . TEEH.
4. The shop primer is optional (can be omitted). If the shop primer was omitted,
the total coating thickness is 270um

FRJRERTIER (TLAEEY). WRANREMEEE, BHBREHN 270um.

5. For Primer Sigmazinc102 HS will be substituted by Sigmazinc100LT during
the winter application.
X ER I TR B A Sigmazinc100LT £% Sigmazinc102 HS.
6. For the 2ndcoat Sigmacover410 will be substituted by Sigmacover410LT
during the winter application.

AR I T mEE 4 A Sigmacover410LT 4% Sigmacover410.
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411 System KZE4ZK

Uninsulated stainless steel process pipes, vessels, valves , tanks at temperature
below 120°C. External surfaces Coating system see table 4.11.

BT 120 CHIARBABNEL . BBRBE, BKELK 4. 12 #17:

Table 4.11
- Dry Film : Pot life
Process Paint type | thickness inte(r:\?aaltg%"C) (20°C) | Thinner Color
ErF ThEERR (pm) g BEMEH | %okl BREs,
Py | TEAR ) el
Surface Sweep blasting to sspc-sp7
preparation surface profile:20~45um
RiatE AR, RMMEREE: 20~45um
Sigmagcover
Primer 280 50 8/ | 1.5 /e | 9192 ;felfr\:v
JRE | HEEHRE ' e
280
Second | Sigmagcover
coating 410 100 8/ | 1.5 /8 | 91-02 %;iey
PEE HEH 410
See Color
Finish Sigmacover schedule for
coating 456 75 8 /AT 1.5 /et | 91-92 finish
[iip73 B 456 coating JAL.i
BHER
Total coating thickness 225
BRESEE

1.

All surface to be coated should be clean, dry and free from contamination.

oil or grease should be removed in accordance with SSPC-SP1 solvent cleaning.

FRE R R T NAR

Coatings not to contain zinc

ARG AR

application.

e R 2 TR Sigmacover280LT /4% Sigmacover280 .

& TR LY. MERRKNEE SSPC-SP1 #HikE

BRlE R E.

Sigmacover280 will be substituted by Sigmacover280LT during the winter

4. Alternative coating system can be used by Contractor after got a Guarantee of quality
from paint manufacturer.
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EFEMRRR G AT e mER A ERIERES A
5. Duplex stainless steel shall be coated when the design temperature in above 60°C.

BANER R HEEZ KT 60°C.H HEREK.
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4.12 System LE%L

Insulated stainless steel piping, valves, tanks and vessels at temperatures below
120°C. External surfaces Coating system see table 4.12.

KT 120CHRENFMEL . FRREK, BEL 4. 123#17:

Table 4.12

Dry Film Coating Pot life

Process Paint type  |thickness(u interval(20°C) (20°C) |Thinner| Color

vt HEEREY m) Y3 (7] REf | e Bie,

FrEr | T pae

Surface Surface cleaning; SSPC-SP7
) Surface profile:25~45um

i #ELBEL. SSPC-SP7
FREAEREE: 25~45um

Primer |Sigmacover620 Grey
s 47 620 125 8 /i 4 /NEY | 91-92 e,
Finish s 620 See Color
inis igmacove schedule for
s B4R 620 125 8 /MK | 4/ | 91-92 | finjsh coating
NEERER
Total coating thickness 250
WELREE
1. All surface to be coated should be clean, dry and free from contamination.

oil or grease should be removed in accordance with SSPC-SP1 solvent cleaning.

A PIRRENER . T T, ek NiE SSPC-SP1 BRI E R % .

2. Coatings not to contain zinc

RS ERE.

o

For the primer and Finish coating Sigmacover620 will be substituted by
Sigmacover620LT during the winter application.

EXAFBRREMT F ¥ A Sigmacover620LT 4% Sigmacover620.

4. Duplex stainless steel shall be coated when the design temperature in above 60°C.
M AFREHBEKRT 60°C.HHERE.

5. Alternative coating system can be used by Contractor after got a Guarantee of quality
from paint manufacturer.

EEHBRERGE S T UEME R A RRIERE/GERN.
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413 System | £% |
Interior surface of oil storage tanks Coating system see table 4.13.

WIEAKREGRE, BAL4. 13 #1T:

Table 4.12
Dry Film Coatin Pot life
Process Painttype  [thickness(ul; . rval(zg“C) (20°C) |Thinner Color
EF THERER m) 5 ] BEME | Wkl B
: FREE | ™ % an
Surface
preparation
RimabE
. SigmaConductive20
Primer pa N Black
e ﬂﬂﬁ‘;ﬁa@.fﬂ%@ 125 8 /pif 8N | 91-92 | T
- Sigmacover620 : .
Finish N Light Grey
% 2N ﬁ‘«?ﬂ;ﬁ;@ﬁ@ 75 8 /MY 8 /pit | 91-92 IR
Total coating thickness 200
1. All surface to be coated should be clean, dry and free from contamination.

oil or grease should be removed in accordance with SSPC-SP1 solvent cleaning.
B BIRRENER . TR, Li5Y. hEEEME SSPC-SP1 BAIERMERE.

2. Alternative coating system can be used by Contractor after got a Guarantee of quality
from paint manufacturer. '

EHEMIRE ARG T e AR R AR RERRE M.

5 PAINT STORAGE JHEMEF

5.1 Fire and Safety 2Bk
Storage areas shall not constitute a potential fire hazard to the work.
X N RERFTE B W K

52 Temperature &

Paint, thinners, and associated materials shall be kept in fully enclosed,
ventilated storage room(s) within the temperature limits and time restraints for
storage specified in manufacturer's product data sheets.

B, FRL R AR SRR 2 7E FF I AIE R R E A R, B R R B
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53

BB R U B R,
Rejection of Improperly Stored Coating Materials. 2% 1- % F 8

6.3.1  Coating materials which jelled or otherwise deteriorate during storage shall not

be used.

P R A S R E AL R A A

5.3.2 Rejected materials shall be disposed of in a manner not injurious to the

6

7

71

environment.

EAGRFRAFMHT, AMEROEBE#TESLE.

SAFETY PRECAUTIONS #Z4BHi#

If applying paint in confined spaces ensure adequate ventilation. Implementation of
proper ventilation, use of proper lamps, wearing of proper protective clothing and
masks, tenting and proper separation of application areas. Proper ventilation and
protective measures must be provided during application and drying to keep spray
mists and vapor concentrations within safe limits and to protect against toxic
hazards.

MRERFEHZAIBEN YHETSHE. BERIEESHER, FRAPRIT, F
iy R, BB EEA, BEKETSHERLXEBEE. RSN EREREAETED
EREESNTSREERETEEAMRRETE.

Necessary safety equipment must be used and ventilation requirements carefully
observed, especially in confined or enclosed spaces, such as tank interiors and
buildings.

EERESIE AL ENREREFESREE ST RR, REAERESE AN
L, R AR

SURFACE PREPARATION [ 4b#

Pre-Blast Preparation/Protection B{HF A &b 32 /{737

7.1.1 Steel Surfaces YE:EH

a. Welding flux in crevices shall be removed.
REEA IR ETER

b. Burrs, weld splatter, slivers, mill scale, indentations, and other sharp surface
projections shall be ground smooth prior to further surface preparation.
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C.

FERATREAE A, METHER, BE WK XE B ROURERK
fRERE IR EIT B IR

Bolt holes shall be drilled before blast cleaning.

FEBTRD Kb B HY B 58 B A FLAAE FL LR .

7.1.2  Electrical/lnstrumentation HF{X 3§

a. Local mounted instruments, gauges, nameplates, control valve stems,

b.

controllers, code stamps etc. shall be protected to prevent damage during
blasting and painting.

DEZEIFHNRE, WK, B8, 6l ZHE, WEiRoEEBn
B IR E BEAT R LSRR

Where practical, electrical cable shall be installed after blasting.

XL X BB AP 2 SR

7.1.3  Mechanical, Piping, and Fittings Pl T EHEE, HES

a.

Flanged valves and any other items which can not be effectively sand
blasted and primed after assembly shall be blasted and primed separately
prior to assembly. Mating surfaces and threads shall be carefully protected
from blasting.

P Z R T AR SR B A A 20 R A e B SR SRR
ERRLFEH AT 2 BRI IR R, ERP I L& RIEARSCER FHHIRY

Machined and threaded surfaces shall be protected from damage caused by
the blasting medium.

BN TR SRS R AR I B 4 24T (RPN .

714 General Clean-Up ¥t &N

a.

C.

Before the start of abrasive blasting, oil and/or grease contaminations shall
be removed in accordance with SSPC-SP 1.

ERABRGT IR Wi AR AR 1% € SSPC-SP1 fRHiE LT k.

Acid washes or other cleaning solutions or solvents shall not be used on
metal surfaces after being abrasive blasted. This includes any inhibitive
washes intended to prevent rusting.

HAREENEREEA RS L BB AEE, B EAb%EH
mIfEA .

Dirt, scale, or other surface contaminants shall be removed prior to the start
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7.2

7.3
7.31

7.3.2

7.3.3

7.34

735

of abrasive blasting.

WG, RBEDRAMREARYEI AT ISR LT E.

Abrasive E¥l

a. Unless specifically approved in advance by Company, the abrasive shall be
mineral slag or a metal shot/grit mixture.

BRIRMY ETRAERFAIAE, & ROR AR T AL KR S P HEATHTBE .

b. The maximum particle size shall be no larger than that passing a No.16 wire
mesh screen.

BERLBURLER X RT AR T 16 SRIEE.

c. Abrasive material containing any oil, moisture, or impurities (partlcularly
salt or organic material) or inclusions of any kind shall not be used.

ERPARSEmAE. MR #E GONFENYD FREZ—F.

Blasting Operation BERb#{E

Surface preparation of all steel surface to be coated in the fabrication yard shall
be cleaned to "near white" metal surface in accordance with SSPC- SP 10.

FrE MR E# 12 R SSPC- SP 10.fE M LiHiiF Hik 2| “IERfE&RRE”
8

All fabrication and assembly shall be as complete as reasonably possible
before surface preparation begins.

EREAEIHE . AR IRNARS RN TR ST,

Only dry sandblasting procedures shall be allowed. The compressed air supply
used for blasting shall be free of detrimental amount of water and/or oil.

NXAFFREHEZ G, EATERS SRR L EKBHFRK.

Blasting shall not be permitted when metal surface temperature is less than 3°C

above the dew point or when the relative humidity of the air is greater than
85%.

LERREORELESEER 3CU L, EEHENTREEMRT 85%N, A
ST RN .
The use of centrifugal wheel to propel the abrasive, or machine shot blasting

shall be acceptable only if Contractor can demonstrate that following anchor
profile can be produced 50 microns to 75 microns

BraARde 70, RN AERARS R ML AL, FF BB R ARSI 7R
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7.36

71.3.7

7.3.8

7.39

50 AK—T75 HCKIEE M .

Sandblasting shall be done during daylight hours, and the surface shall not be
wet after blasting or before painting. Sandblasting during night shail be
prohibited.

WARPNY S7E A RHEAT, B ERHIREREANGENE. SRR EE,
Abrasive blasting shall be performed in an area away from painting operations

and freshly coated surfaces.

BRI I SR BB TR, RS,

Blasting Equipment BiRb %%

Abrasive blasting shall be performed using Purchaser/Company approved
equipment.

WERD Al AL BR R LA A M A AT B e

a. Air compressors shall supply a continuous volume of air to each blast nozzle
with adequate pressure and volume to achieve the required surface profile.

FREFIREXEEENER T LUMBE =L GENENNERE,
M T {5 A IA B A e H R TR RS L

b. The compressed air supply shall be provided with drier and oil mist
extractors to keep the air supply dry and oil free.

E4 R R ERES TRSENME I ERET R TR, T,

Blast Cleaned Surface Requirements B4 B R HE K

a. Abrasive blasted surface profiles in accordance with SSPC-SP 10 shall be
measured using replica tape. Surface profiles shall be 50 to 75 microns.

2 SSPC-SP 10 frAEMRSEREBRIRE, FEREE NG H LT A A H T
B. REHEREELE 50~75 HOKZ .

b. Abrasive blasted surfaces shall be rendered dust free by "blow-off" with
compressed air or vacuum cleaning prior to the application of primer.

FEIEHEIRICHT, WABRBREHRAKENAEST IRERETRERERE.

¢. A minimum of 150mm around the edges of abrasive blasted areas shall be
left bare. If adjoining a coated surface, blasting shall continue a minimum of
one 30mm into the coated surface.

WRAFEMRREREA, EONARYXIFED%FAEEH 150mm
BARRKE, MREMSERAN, BRNEEMLERE 30mm M EKE.
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7.4 Surfaces which can not be Abrasive Blasted A fe¢BiRb &R E

a. Surfaces which cannot be abrasive blasted shall be degreased by steam
cleaning prior to surface preparation in accordance with SSPC-SP 3.

AAFRD B BRRE N %iZF SSPC-SP 3 intl, EREACERIETTH
IKESHATIHEVE.
b. Care shall be taken not to burnish the metal surface.
ERGRAeET, BEEEBEREAT B
c. Rough edges shall be feathered.
LN BT B ENE .

8 COATING APPLICATION #®¥iET

8.1 General $iE

a. Surfaces shall be coated in accordance with Manufacturer's recommended
coverage rates.

IO 7™ 12 PR R T Y U B P AT IR

b. Paint exceeding its normal shelf life shall not be used.
I H R ER SR

c. Manufacturer's recommended pot life shall not be exceeded.
Ao A AR RS E RS .

d. test panels for each different paint system should be made before the actual
work commences.

B LRRNM ARG F MR

8.2 Paint Preparation JiZ#%&
8.21 Mixing {84

a. Before use, coating ingredients in any container shall be thoroughly mixed
by power-driven mixers to a smooth and uniform consistency for a minimum
of 56 minutes. Hand mixing using paddles shall not be permitted. For two (2)
component systems, the catalyst and the coating shall be thoroughly mixed
after the catalyst has been added to the coating.

FEALH T, FAASANREENE R I RHKE, REED 5 08,
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MTTERRISS, . ERAREEATHERAAFN. X TIAN R,
EAFMAZIRE PG, BENLFRSHHE.

Coating material mixed in the original container shall not be used until all
settled pigment is incorporated in the vehicle. This does not imply that part
of the vehicle may not be poured off temporarily to simplify the mixing.

RERBERASSBHRMAZREREA TR, BXIFRERE /DS
o PR B AR ATIR S B
Material which does not have a limited pot life, or does not deteriorate on
standing, may be mixed any time before using. If settling has occurred,

material shall not remain in spray pots or buckets overnight but shall be
gathered into a closed container and remixed before use.

BHESFERZaBRENRE, BERASREZHERHRE, L&
EARTBERTR S, BBV BN A B A e RS B, BT BLEICR
EAEFERHPESRN, £ TRTFENEFHHMEA.

8.2.2 Thinning %%

a.

Thinner shall not be added unless necessary for proper application.

BrAFiE TRE, FMAEMARE .

. Thinning shall not exceed the limitations established by manufacturer.

PR et I v R v L T L

The thinner shall be as stated on the manufacturer's product specification
sheets.

PEZAE AR 7 R BB AR AR R R .

. Thinner shall be supplied by the manufacturer of the coating materials in

which it is used.
MRV ZSHERRENBRBRE.

When use of thinner is pemmissible, it shall be added during the mixing
process. Painters shall not add thinner after paint has been thinned to the
proper consistency.

HWEAWERN, NATERAHEMA, TR EEMBE—EREH,
R T AN AR

Thinning shall be done under supervision acquainted with the correct
amount and type to be added.
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RN AE SR TE S W T EAE B L FIRMBL S A .

8.3 General Application Techniques ¥ T 5 AME

a.

Prior to the application of any coat of material, damage to previous coats
shall be touched up.

FEBR T —REN, BRI N T4

Coating shall not be placed on edges prepared for field welds or within
100mm of these edges.

RS IR X A% 100mm FEE A AR EEEIT BT

Painting shall not be allowed over abrasive blasted areas less than 100 mm
away from the unblasted area.

R SBIRPHERR, BERGIRS X UL EE 100mm Sk X ABIEE.

. Paint shall not be applied over damp surfaces. The steel surface shall be at

least 3'C above the dew point.
P MR EABEHAT HRER, RREOREEPERTEAICUL.

Each coat shall be uniformly applied as a continuous film of uniform
thickness free of pores. Skips, sags, and drips shall be avoided. Holidays
in the final coat at edges, corners, welds, and inaccessible areas shall be
protected by hand brushing with an additional layer of finish coat.

BMRENZANRE, REELSYKEE, B%=4EsL. Wi, i
HEEN . EMEER, L%, A%, BN S BRI X ESE N 5%
RlER, R HHITHR.

Painters shall be equipped with wet mil gauges and each painter shall make
frequent checks of wet film thickness.

WE LN ZFRBEMFLEHTREEERE.

Successive coats of paint shall be applied by cross-hatching the previous
coat.

TELRBEIT AT T — R i BT RIS & 5%

8.4 Airless Spray Equipment TS Mk %&

a.

The equipment shall be kept in satisfactory condition for proper -paint
application.

A TR BT, BRRENZRIESH, FoTRERS.
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b.

The spray gun impinging against the surface shall show no condensed water
oroil.

M s ] ) R T AN BB Il A K

Spray equipment shall be kept sufficiently clean so that dirt, dried paint, and
other foreign materials are not deposited in the paint film.

WEIR & N A RERE T, 855 TRBRBILS SRR A, BEBE
.

. Prior to use, equipment shall be purged with thinner compatible with product

to be sprayed.
FEACART, BEIRGCR %A 5 B BER v A X I f A B AT i U

8.5 Brush Application Fll#

a.

C.

Coatings shall be brushed on all areas which cannot be properly spray .
coated for any reason.

B AR IR B 51 B A& & R B SR w] DA A R

Brushing shall be done so that a smooth coat as nearly uniform in thickness
as possible is obtained.

ATRWHHMKEHREE. 35, FRESNER, NZHTRIER.

Paint shall be worked into all corners and crevices. Runs or sags shall be
brushed out.

MR N o TR G A P RERR .

. Runs or sags shall be brushed out.

VRN R .

Successive coats of paint shall be applied by cross-hatching the previous
coat.

& T B S N %A A+ X R .

9 HOT-DIP GALVANIZING #:S&r

9.1 Specifications #1ia
9.1.1 Miscellaneous Steel Products &F40r= &

Grating, ladders, handrails, stair treads, walkways, and other items as
specified on the Contract drawings shall be galvanized in accordance with
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ASTM A 123.
FEHE, BT, TRF, BRIR, B HALS R B4 A e KRR ER A 5 R ASTM
A123 FRHEBHAT RS

9.2 Procedures #£F
9.2.1 Items to be galvanized shall be>galvanized after fabrication.
R H™ MRS B B AT

9.22 Galvanized members which are to be permanently fixed to the structure by
welding shall be attached after the supporting members are primed but before
top coats are applied.

FEHBBIRAT, XERTRETZE, FEARPRRARIIMER L.

9.2.3 The heat-affected zone shall be cleaned in accordance with SSPC-SP3 and
primed with the specified coating system.

HY WXL SSPC-SP3 IR ERE M EHITIHE.
9.3 Repair &%h

a. Galvanized surfaces that require welding, cutting, drilling, or other
preparation and any galvanized surface that has been damaged shall be
repaired with a Purchaser/Company approved coating repair system (zinc
primer containing a minimum of 90 percent zinc by weight).

ZORIEE, U181, SHFLEGLA A E R SR AN MR B R TN % R
W EMBRIRRRRHTE(ERRERDNSHFERT A HLERIEEF 90%) .

b. Rust and surface contaminants shall be removed in accordance with
SSPC-SP3. The area shall then be cleaned by solvent washing.

R WEFZ L% R SSPC-SP3 fReiE R %, FHABRIES.

c. Coating material shall be applied immediately after completion of surface
preparation.

| R E AT SERE R AR B
10 INSPECTION 1’&%
10.1 Surface Preparation i 4hHE

All cleaned surface shall be inspected visually for surface cleanliness and anchor
profile. The steel surface shall be clean, dry and free from dirt, scale, oil, oxide,
rust and other contaminations.
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AT RE A MM EEAATHIRR, &2 E RIE S LR E AR

B, AMRENZER. T8 80 ESNE. &85, EREH. %Y. W,

All surfaces not meeting the degree of surface shall be rejected and recleaned.
A SRR A BT LZFATEB.

Inspection shall be done within six hours after surface preparation.

KRB S7ERTAEIE 6 N AT,

10.2 Coating #:3
10.2.1 Visual inspection #M 4%

10.2.2

10.2.3

10.2.4

Upon completion of coating application, all coated surface shall be given a final
inspection for coating visible defects. The coating shall be free of all foreign
matter, blisters, run skips and other irregularities.

TRV TERAERM L, FENREROBEHITIMREREK, HFER
HABE R, R, BEFEHLTER.
Inspection of adhesion Ff{# 1k 25

The Contractor shall check coating adhesion in accordance with NACE RP
01-76. Company has the right to check this inspection.

ARBRMNIZIZER NACE RP 01-76. A7 HEX B = R E ST HE
K. WEFTREERRESR.

Inspection of holiday £ fLE %

A wet-sponge type holiday detector can be used on non-conducting coatings
for detecting holidays.

AR AR LR AT R RAELZRERE L.

All holidays recorded by electrical inspection, discontinuity or coating defects
rejected by the inspector shall be repaired and re-inspected.

BV B o AL ORI B SR VR S RGN B 1 R BT R R .
Inspection of dry film thickness & EE KK

Inspection shall be done where a film is cured.
R N 7E B4 B I BB RE AL BEAT .

Coating thickness of each layer shall be checked with equivalent gauge. The
coating thickness shall be as specified in section 4.
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R IR R B N AE AIARR AL E R HEAT RN, I 2SR 4 0 ZRE

a. Equipment {¢38

Valid calibration certificates of inspection instruments/equipment shall be
made available for review.

FAT R B OGS B B A BT

1. Microtester: To be applied for measurement of film thickness over 50

pm.

2.  FWEWNEM: ATREMNE S0 KU ERTRER.

3. Electrical magnetic: To be applied for measurement of film thickness
below 50um.

4. BRI R ATRENE 50 KU THTERE.
b. Acceptance criteria AR

5. In each coating system, the average of the measured values shall be
over 90% compared with the standard dry film thickness.

6. HEEEHHNEEMNELES, W FYEFEHERNEZRETRE
FEH) 90%LL .

7. In total coating system, the minimum of the measured values shall be
no less than 80% of the standard dry film thickness.

8. ZERNBHRGREMNEIET, MHASRPMEERESEARKTINE
TREEK 80%.

9. In case either the average or minimum values, or the all measured
values don't satisfy the requirements, film thickness shall be re-inspected
after painting of top coat.

10. WRBEEFHE. B/MERFTEHUNEERRERNEX, AERHERGE
Xt R E AT ER .
10.2.5 Inspection record #410%

A complete record should be made for all the inspection operations, which
including inspected parts and locations, inspected apparatus used, inspection
time and the inspector, the problems found.

MENRRTEBER M SENLR: EXEEREHEG. 8. AN
RERE. RENE. RERMFLENREE.
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11 REPAIR OF DAMAGE COATING #iifi& BRI &b

11.1

11.2

Repair process B#MEF

a. Where shop coating has been damaged in handling, damaged and loosely

adhering, paint shall be removed and the surface thoroughly cleaned by
blasting wherever possible or by power tools if conditions do not permit
blasting.

B T RSB B9 2 8] R R BB AA B 4 A Bﬁ&‘z%ﬁﬁiﬁ%é& 2R T EL BT
WEE, WRFMARAEITHRN AT MER SN T RETEE.

. Edges of the breaks shall be feathered using sandpaper or emery cloth and

the designated number of prime and finish coats applied.

BRI VLS BEADRBXCERP R AT BAE, HBERIEE
KR AEE .

. Where the finish coating has been damaged, the surface shall be cleaned

using sandpaper, the original finish coating shall be applied 2~3 layers.

A ERREN XA AITELE. FHBRRFERRHE 2~3 E.

d. All welds shall be blasted or power /hand tool cleaning in accordance with

SSPC SP-10, SP-3, SP-2
i 848N %R SSPC SP-10, SP-3, SP-2 EsKiH{T RE AL HE .

Repair coating system ¥$:3& 2 % 154k

The damaged portion shall be repaired in accordance with Original coating
systems.

BRI SR RIRA RRRRGUHIT B,

The shop primer (Zinc silicate) portion shall be repaired in accordance with primer
(Epoxy Zinc-rich 52-50 um ) of Original coating systems.

BRI ZE RBP4 [ Al RIS R R A RE B 4.

12 HANDLING i#iE

Coated surface shall be protected from damage during lifting and handling
operations.

ERFENRIETET, BRELHIREZHTRY LARBIR.

13 COLOR SCHEDULE FOR FINISH COATING HEi##Hifa R
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item Colour RAL Number

Structure piping and equipment

Steel Structure, general Melon yellow 1028
Room internal and external Traffic white 9016
Ladders, handrails, cages and stairways | Melon yellow 1028
Deck Walkway s &Lay down areas Leaf Green 6002
Deck Plate Leaf Green 6002

Pumps, machinery, electrical

equipment, columns, vessels, reactors, Dusty Grey

exchangers, piping, valves (except as 7037
below)
Vessels non insulated below 120C white 9010

Vessels or structures non insulated

above 120C, reactors and furnaces White Aluminum 9006
Tanks white 9010
Miscellaneous mechanical equipment.
incl. machinery, baseplates, motors, | Dusty Grey 7037
switches, transformers
Instruments, panels, consoles and
cabinets Dusty Grey 7037
Firewater line and fire fighting .
equipment Traffic Red 3020
Pipe line Dusty Grey ' 7037
Dangerous exposed parts of machinery | Daffodil yellow 1007
Handrailing denoting escape routes on Pastel Orange 2003
process structures
Road Markings Traffic yellow 1023
Lifting beams Carmine Red 3002
Crane System:
Cab Exterior | Safety Red 3020
Cab interior Traffic white 9006
Boom Alternating Red
‘ 02/9016
and Traffic white 30 !
Pedestal Adaptor Melon yellow 1028
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