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1. Scope and purpose i E & HH

The painting work procedure covers the requirements of the coatings application which has been
recommended from Jotun Paints, in which it also describes the repair and touch-up methods of
painting on the jobsite to ensure the coatings’ performance and lay down a set of recommended
practices required to obtain an optimal service life of coatings in corrosive environments. The painting
work procedure shall not replace any current approved document and specification.

AL T2 VeSO B B3R 2 R G TR AR ZOR, WA 7 IR EERN 7%, D fRIR
JERIRLFPERE o EBE T AR A L 7 vk DAME TR T P PR 5 b RE SRS IR R A o ACIR
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2. Coating System JHEAE

. Abrasive blast cleaning to 1ISO8501-1 Sa2'/2 or SSPC SP 6, obtain a sharp
Surface Preparation o ) _ o
- angularéuﬁace profile in 40-75 microns. K BRIP4 % 1SO8501-1
Sa2.5 2 SSPC SP6, 5 ik F] Rz=40-75 ik
Coat No. Product Name DFT Specified
IRIZTEH TEL BT IREE (um/ ik
Primer Coat Solvent-free Epoxy Tank Coating 125
JE i Tankguard 412 TG FIF A OK AR
Top Coat Solvent-free Epoxy Tank Coating 125
TR Tankguard 412 JoiE I AR AR
Total DFT & THE 250

3. Surface Preparation A3

3.1

3.2

3.3

Steelwork preparation X4 #) 4b ¥

In order to provide surfaces which will ensure optimum paint performance, prior to blast
cleaning, weld defects such as pinholes and discontinuities shall be repaired. Sharp edges and
flame-cut edges shall be reduced by grinding. Welds shall be smooth and free of all weld slag
and weld spatter.

N T ORUEAN S5 K R T e AR R R FE L RS, TEWTID BN AR BRI, a0 LR I SR S AT
1E. BN IE VIR 2T G AR EEECINTC R A KRS o

Degreasing i1

W

=

Prior to blasting, all deposits of grease or oil or humectants caused by the NDT test shall be
removed from the surface in accordance with SSPC-SP1 “Solvent Cleaning”.
WD T, BR 2 R e R A0 B T B, 420 SSPC—1 “VATFIITETE " AR AERAT .

Abrasives JEE}

Blasting abrasives shall be dry, clean, free from oil & grease and other contaminants, which will
not be detrimental to the performance of the coating. Conductivity of aqueous extract should be
lower than 300us/cm. Beach sand shall not be used.

Mt St S BL B4, oIS, TEVE AR, AREXTIREHEERE A R . BRI 2 SR A B
T 300us/cm. TSR AT H T WL A .

Size of abrasive particles for blast cleaning shall be such that the prepared surface profile
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3.4

3.5

height (anchor pattern profile) is in accordance with the requirements for the applicable coating
system. Steel grits and shots size should be 1.0-1.2mm. The surface profile shall be graded in
accordance with 1ISO 8503.

BERHE RN ERE U 7 A U TR R G EOR IRRE RE o B AL AIANARD 9 K/NE 1.0-1.2mm. R THIHLRS
JE AR HE 1SO8503 HEAT VA«

During the blasting operation care must be taken to prevent the possibility of oil and/or water to
contaminate the blasted surface. Compressors must accordingly be fitted with efficient oil and
water traps.

M RO IRV ST LR AT/ BN WA 5 B R 2R T B 1T . A IR AL 20 22 R i 7K 70 s

Blasting i

All steel surface shall be blasting cleaned to ISO 8501-1 Sa2 ¥ or SSPC-SP6 with surface
profile Rz 40-75um.

AR I E SRS P 2] 1ISO 8501—1 Sa 2% =i/l SSPC-SP6 %54, HfEfEiA%] Rz 40—75
ok

The surface to be coated shall be clean, dry, free from oil/grease, and have the specified
roughness and cleanliness until the first coat is applied. All dust must be removed completely.
The quantity of dust shall be less than "Rating 2" according to ISO 8502-3.

WD J5 AE A TR R A R GV . T, o, ORRRRERE SN Vil B2 B3 28 — RO iR . P
HIKLERANCTEE, Y5 1S08502—3 KL EE/NT 2 X,

Coatings shall be applied within 4 hours of surface preparation and/or before rust bloom occurs.
Should visible rusting occur or the cleaned surface becomes wet or otherwise contaminated,
the surface shall be re-cleaned to the degree previously required.

RIMALTLIS 4 AN, BPESA R IR B AT, siERE. RNM RIA T LRFI R, &
ERE BTG Y, BRI B A 2R A g .

Stripe Coating %

Stripe coating is an essential part of good working practice, Stripe coats are applied to areas
where it is difficult to get the required coverage, including but not limited to:

® Plate edges

® \Welds

® Pipes

® Ladders

® Difficult access areas

TR A R A J7 325 1 B 0y TR — PR IR e wfl DAk B 2R 1 7 2 AL, AAE AN PR T T 51038
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4. Application of Tankguard 412 TCIEFFFE KA B T

4.1

Mixing V&
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4.2

4.3

4.4

Mixing ratio: Part A : Part B = 2:1(by volume)

%Elhpé;rttlé@:onﬁp%@és%)é oé%zr%l;xjad(tztj%htg)hly with 1 part Tankguard 412,Comp B(cuing agent).
2 M ARER A Ay EED 51 M ERER B 44y (Eikh)D 7EeREH.

Induction time #{kif[A]: 10 minutes 10 434

Pot life 73°F (23°C) R&JEIEH A (23°C):

1 hour (Reduced at higher temperature)

/NI (Rt A T T v T 4 )

Cleaner i/ 1 7

Flush the application equipment with Jotun Thinner No.28 proior to application.Use Jotun
Thinner No.17 for cleaning equipment after application.

Jiti T2 i e I 2 28 S MR el T W L2 Ja A A 0 17 S Wikl Vet T .
Guiding data airless spray &AM 4E S M5

Pressure at nozzle: 25 -35 MPa (3600 — 5000 p.s.i.)

i & /1. 25 -35 MPa (3600 — 5000 p.s.i.)

Nozzle tip: 0.53 mm —0.66 mm (0.021” — 0.026”)

s fL42: 0.53 mm — 0.66 mm (0.021” — 0.026")

Spray angle: 40° -80°

M 40° - 80°

Filter: Ji])f%%

Filters shoule be removed,both in the pmp and the spray gun,due to the viscosity of the
paint.Should,however,air bubbles in the paint be a problem a coarse filter may be employed.If
used,check to ensure that filters are clean.

BT ZRR RS, WIRIN SR 5 Wb BuE R o AT, B H B 2 R
VU 5 2% R A FEAEL E R, {EL 75 22 G 2 I T

Drying time T-JgH [a]

Dry to recoat
Substrat y
Hbstrate Surface dry Through dry Cured 5 A
temperature % ; " 12 O [H] Py

JERA IR t T Min fJH Max K

96h 96 /)
10°C 15h 15/ | 30h 30 /hif | 16d 15 K | 30h 30 /i hot

23°C 6h 6/hN | 12h 1270 | 7d 7R | 12h 12/ | 48h 48 /NS

40 °C 1.5h 1.5 /N | 4h 4 /NE 4d 4K 4h 4 /hEF | 18h 18 /i

The given data must be considered as guidelines only.The actual drying time/times before
recoating may be shorter or longer depending on film thickness,ventilation,humidity,
underlying paint system,requirement for early handling and mechanical strength etc.A
complete system can be described on a system sheet,where all parameters and special
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conditions could be included.
R EYEA AR T, G PR AR TR/ R A R A TR R I TR AT AT, B TR R R L 38 RUIR
Bl WRSE, NEMER. RATRE TR MYUGE A . SRR E NN EER, e
RO T PrH S EONRER %A

5. Touch Up on site M4k
5.1 Touch-up on site shall be carried out on all damaged coating surface, including damages
resulted from transportation, handling, erection, and welding, cutting and any other hot-work.
P 500 (10 Z B AR DU AT (AN AR, EdEsin. R, 48, @R, URIAILEar
K LTI BT R B AR5
5.2 Intact coating around damaged area must be feathered and slightly roughened the adjacent
surface to ensure a smooth touch up coating surface.
BT ) 10 SE 4 F IR R L R AT B, TRTIE IR dIE 2, DRI P i
5.3 Prior to touch-up, damages assessment should be known then to get a touch-up plan. Touch-up
should be carried out starting with the right damaged coat.
AN TAEFFIRHT, ARG — VAR RS M BN TR B Fbh SR NBRIR IR — iR =2 T
4.
5.4 Touch-up 1MBAMNT%E
® Topcoat damaged (intact primer)
Sandpapering (80-100 mesh) or disc grinding, cleaned with Thinning then touched up
with intermediated coat to reach specified DFT, followed with top coat.
&S RETEE
1 80-100 H HIRPARST BEBRD A 1T BE, FIRVEE IS RIS, BAMh AR 2RO E, 1
AMRTHIER o
® Primer Damaged (no rust)
Sandpapering (80—100 mesh) primer surface, touch up primer to reach specified DFT,
followed with intermediated coat and top coat.
&L CGRAS)
F1 80-100 H WP AT BE, BAMNREREBOHIRIE, FHAE KM A EAHE
® Damaged to steel surface or burn area (rust noticed)
Disc Grinding to St3, cleaned with thinner and touched up with primer to reach specified
DFT, followed with intermediated coat and top coat.
0 B, BRIBERINE AL GREE)
WA TR St3 R, FRRMEANERI-TIERE, B B AR
5.5 Power tools can be used for grinding, rotary grinders, discs are recommended. However, rotary
brush is not recommended because of its polishing tendency on steel surface to affect coating
adhesion.
TR AMEN TR, e AT ENL, a0 5. SR, Bed i m AR SUER, BT
RS T (R 0 R4 FH T e i J2 BB 7
5.6 All climate control requirements should be same as it in new construction painting.
AN 3 ) A 2% A 2 R ] T BT S5 R U B ) 20K
5.7 Brush only used for small area, and more coat required to reach specified DFT. Airless spraying
is recommended for big area touch-up.

¥ -5-01 k7 W
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FURA R FH T/ TE R AR, BAB AN A ATA BT BT sE B Bert-F IR o R T A S KN 4
T AR
5.8 During touch-up inside, sufficient ventilation and lighting must be provided.

PSRN, EEHR A A % 118 JXURT B o
6. General Notes HEiAR

6.1 When temperature is lower than 5°C or higher than 40°C, according measures must be taken to

improve ambient weather condition to the acceptable range.

MIREART 5°Calm T 40°CHy, AR AT iR B i U SR A 2] A 32 ) Vi

6.2 No final blast-cleaning or coating application shall be done if the relative humidity is more than
85% and when the steel temperature is less than 3°C above the dew point.

ARSI L 85 %6 B AR IEL B I T il 3°C, ANELHEAT e AW Bl R I

6.3 Paint application is not allowed when raining, snowing, water or ice on the substrates, or heavy
fog around.

MW NS, REAKEK, BlEHEKER, ASREHTERET.
6.4 Wet Film Thickness 5 5 25 &

WFT must be measured immediately after application since evaporation of solvents will effect
the reading if not performed at once. WFT measurements shall be performed in accordance
with 1ISO 2801:1997 Method No 1 (Appendix I).

P JEAE T T 5 N2 5L BRI, PR AN BN AAT 7 R AR R ) B B IR e 0
MK HE 1SO 2801:1997 J7i% Not1 (F¥sk 1) $AT-

WFT measurements as specified to be carried out alongside with checking of paint
consumption, taking into consideration specified dry film thickness and volume solids of the
paint.

T BV PG ) T e e 9 P S A A, T A B 4 I %) M P A s By s P [ A 5
6.5 Dry Film Thickness i J5 /& il &

Number of spot readings to be performed is decided from case to case since design of coated
construction must be taken into consideration. One spot reading is the average of 3 readings
made approximately 40mm apart.

AR BB N 2RI AN R OIS DU R AT, BRI 5 225 R B i e A5 M O AN R BE T o — A3
3724 5 i 40 220K A B = R M .

Destructive methods to determine DFT of coating systems is not recommended but may be
used if necessary to verify compliance with specifications.

ANHEREAE BT IR0 E TS, (B2 0 1 A6 A8 75 1 5 TG 2 17 A 2Bt m] 1 ]

DFT inspection should be carried out 90-10 rules, means 90% readings should be reach
Specified DFT, and remaining 10% readings should reach 90% of specified DFT. DFT
inspection will be carried out according SSPC PA 2.

B R 1 I 4 R PR 90 %6 AT, B 90 %6 ) N B AUk BRI AE IS R E, AR 10% B9

F-6-10 FH 7 W
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T EIL BB R 90% o TBLE R ARG B2 [ SSPC PA2 $1U4T .

6.6 Final Inspection #¢ 246 %

Final coating surface should be clean, smooth, free of blistering, runs, pinholes, cracking, and

drying spraying.
A BRI NOZI, i, ol Wi oL, JTRMTFmIEE.



