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1. Abbreviations and Standards References 485 ftr#E5| F

1.1. Abbreviations 455

DFT Dry Film Thickness &5 &

WFT Wet Film Thickness & &5

SSPC  Steel Structures Painting Council X145 432 A 4

ISO International Standard Organization [ Brxi{k 2H 24

NACE National Association of Corrosion Engineer [ 5% & i T2 fi 2>

1.2. Standards References 5| FknifE

ISO 8501-1

ISO 8502-3

ISO 8503

ISO 11124

ISO 11125

ISO 11126

ISO 11127

SSPC SP1
SSPC SP10
SSPC PA 2
ISO 2808
ISO 4628

Preparation of steel substrates before application of paints and related products -
Visual assessment of surface cleanliness.

R B H AR,

Preparation of steel substrates before application of paints and related products - Test
for the assessment of surface cleanliness - Assessment of dust on steel surfaces prepared
for painting, pressure sensitive tape method.

TR VR B A VAl — AR A TRV R AN 2R THD AR AR PPAT — R BB 12

Preparation of steel substrates before application of paints and related products -
Surface roughness characteristics of blast cleaned substrates.

W S V75 TE 2 TR M AR E

Preparation of steel substrates before application of paints and related products --
Specifications for metallic blast-cleaning abrasives -- Part 2: Chilled-iron grit -- Part 3:
High-carbon cast-steel shot and grit
TR AR O it LRI R AL — 42 @ WD i vl R ) E
Preparation of steel substrates before application of paints and related products -- Test
methods for metallic blast-cleaning abrasives
TR AR O it LRI AN R AL — 4 Wb i vt R Ty v

Preparation of steel substrates before application of paints and related products --
Specifications for non-metallic blast-cleaning abrasives

THERAAH O™ bt CHTANAL R T AL — SR R T IE vl B R R E
Preparation of steel substrates before application of paints and related products -- Test
methods for non-metallic blast-cleaning abrasives
THBFIAE SC 7 it TR R AR EE — 4 R T vl B R 77 V2
Solvent Cleaning V& 7)i& ¥k

Near White Blast Cleaning  iT [ 2% %% 5 14 31
Measurement of Dry Film Thickness i /& & il & 5 =
Measurements of Film Thickness i J5 & | & 1%

Paints and varnishes - Pull-off test for adhesion & /37 il ik

2. Paint specification RHRELE S &

2.1. Surface preparation 2 [fj4b¥E
Grit blast all surface to ISO 8501-1 (1988) - Sa2%2, with surface profile Rz 40 - 75 microns.
it R AR E M D ADHE 45 1SO 8501 (1988) Sa2Ys , FIMMLREEiLF] Rz40—75 fik.
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2.2.

2.3.

2.4.

Specification it &

Coat &2 72 i AR B EE um
Wit & B IETE
Primer JE#& Interzinc 22 | TCAHURERR & £¥ 75 50—75
Tiecoat Intergard .
. WA A IRE 25 25
B 1% 475HS AR
Stripe Coat Intergard s
N ﬂ:/_‘ Y/\Y?k\ - -
Witk 475HS AR
Mid-coat Intergard
- WA FIRE 50 100—200
i 7] 4 475HS AR
Stripe Coat Interthane e ,
. RN ETTPES — —
Wi 990 2 SERNLENTRES
Topcoat Interthane e
. FRANG 50 50—75
T 990 2 SERNLENTRES
RN R 200 225—350

Notes &

Intergard 475HS firstly act as mist coat applied onto the surface of Interzinc 22 to minimise bubbling
and pinholes, then applied as intermediate coat.

FEM Intergard 475 B SGAEAE E A T T Interzine 22 M RIS/ S AEH LI, RIEA

(EFSERETRE

Stripe coats are to be applied as specified above specification.
TR AU L RS g B HEAT .

Refer to the Product Data Sheets for recommended overcoating intervals, pot life and curing

requirements.

X EIRIERE, VA AR, TSR
All thicknesses are to be checked by International's Technical Service Representative on site. Any

substandard areas are to be rectified.

R NE IS RO H FE B e R R R AR R 55 AR REAT AL, AR T At 37 L UE IE o

If spraying start from upper area, drys praying onto lower area must be removed before spraying.
WERWER M LI IV, TIEWE A RS, ERA NEWHRFT LR EIX LR .

Application Jifi T. 7515
Airless spraying is recommended

A A P e L T UM

Brushing for stripe coating or small area touch-up only

JlR AR T B AN T AR b

General Site Requirements ZL3%ZE SRR
Prior to any work being carried out there are a number of conditions which must be met.
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AkzoNobeW
3.1. Power Source 7/

Generator and sufficient fuel for entire contract to power all the equipment required for the application,
i.e. compressors, lighting etc.

KAEHLALE S Fh R RIERT A f I T8 s 4T,  Hen s shl, MEAE.

3.2. Paint Storage Facility EHIF77
Certain paint products have a minimum or maximum storage temperature and facilities should be made
available to store the materials at the correct temperature prior to mixing and application.
YRR AE A S W R Bt il P8 S o it Rt T, 0 00 A RS AL it (R E R R T TR DL A
ERIEAE.

4. Surface Preparation FRHE AL

4.1. Steelwork preparation 4M%5 )4 3
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 to R=2mm by grinding. Welds shall be smooth and free of all
weld slag and weld spatter.
N TR EER IR S It RE, NS M R EEBTRD AT, H R SRR B a0 LA E SR S EAZ IR L. Bl
WA KA DI RN 3T BE R ER=2mm, JEEEEEINBA 1R«

4.2. Degreasing [&iH
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”.
Wb RG, b AR BRI R R B R ZEAR Y SSPC—SP1 “UEFINEYE” RTERR

4.3. Abrasives Bk}
Blasting abrasives shall be dry, clean and free from contaminants, which will not be detrimental
to the performance of the coating. Abbrasvies used must meet specified requirements as 1SO
11126 1-8 and will be tested according to ISO 11127 1-7. Beach sand shall not be used.
MR FH R A4, VTR, ANEEXTIRELEITERE A L . BT Y B BERL R 2 A5 1SO 11126
1-8 HIHLE, JEMRHE 11127 1—7 BEATING. JTRD R AS H T el A .

Size of abrasive particles for blast cleaning shall be such that the prepared surface profile
height (anchor pattern profile) is in accordance with the requirements for the applicable coating
system. The surface profile shall be graded in accordance with ISO 8503. To reach Rz
40-75um, we recommend copper slag size 10/30 mesh.

BE R /N ELRENS 7 AR RS W RE RS R IR . R IATFLRE B 00 iR 45 1SO8503 #EAT vl
THEFHRERE Rz40—75 Rk, FRATHES RO # k42 10 / 30 H

Particular requirements for copper refinery slag abrasives.
HR T R SR
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4.4,

Property itk I;equirement Test rp(‘athod
R WA 7732

Appafm density, kg/dm? 3,3t03,9 ISO/DIS 11127-3

RN T

Moh'’s hardness % [ Min. 6 ISO/DIS 11127-4

Moisture content % (m/m) & /K& Max. 0,2 ISO/DIS 11127-5

Conductivity of aqueous extract, Max. 300 ISO/DIS 11127-6

KIEH FHZE  pSlem

Water soluble chlorides % (m/m) Max. 0,0025 ISO/DIS 11127-7

No recycling of the used abrasive is allowed unless expressly approved by Internation’s
Technical Service Engineer onsite.

PERIANBEAEIAE AT, BRARS 21 FE B e D7 Ak 55 TAZIT AT

Blasting mifh

All steel surface shall be blasting cleaned to 1ISO 8501-1 Sa2 ¥ with surface profile Rz
40-75um according to 1SO 8503. A medium G type comparator should be used for surface
profile measurement.

AR R T LR WD B 2 1ISO 8501 —1 Sa Yz , MHAERLIAH] Rz40—75 foK . ] LU AR R FEAE:
B G KIYRBEAT VAT o

Compressed air used for blasting must be clean, oil free and dry. The pressure should be at
least 7kg/cm? at nozzle. 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.

MR IR R 7 LR/ EKOG BERD S AN AL R T TS . A IR T2 R I K Oy B 2

FHFWERb A 1 ) IR 45 25 S b 35 3 T, Toil iR . W51 /1 2 048 Tkglem?.

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 3" according to ISO 8502-3.

W R AR IR BRI AN R 25 . T, Jouh e, DR REREDRS BRI vl B B 30 B — PR IR
AT KA BERANETEHE, R4E 1SO8502—3 KAXEE /N T 3 4.

Grits, dust and other contamination must be cleaned after blasting, especially on staging.
Wb A TR S R . AR RIS R, AR, U B S T AR IS

Coatings shall be applied within 4hours 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 recleaned to the degree previously required.

RIS 4 AN, A RTEAEIR BORT, SUEIRE. RN REA A IR R, R
B Yy, EOREHE BB A TEER I 2 .
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5. Stripe Coating T

Stripe coating is an essential part of good working practice, and as such should form part of any
Tankcoating specification. The number and sequence of stripe coats are highlighted in the detailed
product specification sheets.  Stripe coats are applied to areas where it is difficult to get the required
coverage, including but not limited to:
® Plate edges
® \\elds
® Pipes
® Ladders
® Difficult access areas
TR e RIF TAE TR E 20y, NAZ RO I A iR B0 L) — &850 . PURAE R, R
FERUME T b WA AR I oK o TR — MRAE IR L X DLIA 3 225K 1) 78 1 A0 7E : B R H AR T 2134
o [l
o Hs%
o ik
® fit
® LU fi S f 7
6. Application of Primer Interzinc 22 &M T
6.1. Mixing €&
Mixing ratio: Part A : Part B = 3.17:1(by volume)
The powder pack should always be added to the binder under agitation.
Once mixed it is recommended that the material is filtered using 100 mesh
RAEWH: AHS  BHS=3.17 1 (AR
Fepp SN BINFERLA AT UM R, TR 5@ E 100 H JEM I g,

6.2. Thinning ik
Interzinc 22 does not normally require thinning. In extreme circumstances, the addition of 5% of
thinner GTA803 can be used to aid application. GTA803 would be added 10-15% for Air
spraying.
AT ERATRE, RSO, A 5—10% ) GTA803 A B T-iiti L.
Thinning ratio will be adjusted according to temperature, spray pump pressure.

MR R AR IR S, W IR B AT 2

6.3. Pot life &4 i [A]

Temp. ¢ 5C 15C 20C 40°C
I
Potlife,

. 10 hrs 8 hrs 4 hrs 2 hrs
S FHES ], ZNESF

Once the pot life has been exceeded, no attempt should be made to apply paint. Failure to do
so may result in applied films which are prone to mudcracking, or poor curing.

—ENR A AR, AZEREETIREE T . XS SEOREITR, AN R4S
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6.4.

6.5.

6.6.

6.7.

7.

. 4
AkzoNobejy
Application Methods Jiti T. /772

Airless spray is recommended, the paint reservoir must have continuous mechanical agitation
during application.

TEAE A FH oy FR TG SR, it L N R 0 2N A5 M AT LRI

Tip size: 0.38~.0.53mm(15"~21")

Pump ratio: 45:1,

Input pressure should be set to 3-4kg/cm?.

Mg fL1%: 0.38~.0.53mm(15"~21")

FEL: 451

BSOS 3-4kglem?

Interzinc 22 should be airless sprayed at pressures lower than would be normal for other
coatings of similar viscosity. If the pressure is too high a pock marked uneven surface will
result.

Interzinc 22 FEREAT i I UBEIRING, AR R BORE BEI , W3R S AR T g iket . s Ayl s,
2 FBUR MR URAFHE

Dry Film Thickness

DFT of Interzinc 22 should be control min. 50um and max.100um. If Interzinc 22 exceeds max.
DFT, mudcracking of the film may occur.

Interzinc 22 fEEE 5 LRI 7E 50— 100 oK 2 7], Wi 7 i KRR, BEmRESTIT

%,

Curing [E1t

The curing mechanism for Interzinc 22 relies heavily upon the presence of moisture in the
atmosphere. Below 65% relative humidity, curing will be severely retarded, and below 50% will
be severely retarded. Humidity may need to be increased by seam or fresh water spraying to
curing.

Interzinc 22 MIFELHLERRIKES SRR, HXEEAKT 65%, [MELEE, (KT 50% K [#H
AP E 2 BH . I I ] e 7R T KR A B E AL .

The degree of curing should be checked by MEK test according to ASTM D4752 with rating 4.
BRI L $% ASTM Df4752 (1) MEK MVE$AAT, ZRIEE] 4 4.

Overcoating Hi&
If Interzinc 22 is not fully cured, or over-applied, then application of subsequent coat can lead
to splitting problems.
R Interzinc 22 A B BT E IR, JFIERSA )R-,
After weathering, interzinc 22 should be dry and free from all contamination and zinc salt
before Overcoating. If zinc salts have formed on the surface they must be removed.
LRI R ) e XML, BRIECRTH IR Is AR L . R QAT rEE, AR 25 LA
JE A RER PIEE

Application of Tie coat and intermediate coat — Intergard 475HS

5 PR A v T3 1) it T
In this cases, Intergard 475HS firstly act as mist coat applied onto the surface of Interzinc 22 to

tInternational.

an Akzo Nobel brand



AkzoNobe_Iy

7.1

7.2.

7.3.

minimise bubbling and pinholes, then applied as intermediate coat.
EIX 5, Intergard 475HS B JGAE NE FE 25 HOKHE LTE Interzine 22 R0, VLD i flEr L
HITERG SRR E L.

Before tiecoat application, Curing of Interzinc 22 must be checked according to ASTM D4752.
Dry spraying and paint dust must be cleaned by fine sandpapering.

FEH AR BEIR AT, A% ASTM D4752 1 &5 oAU IR & £FE Interzine 22 (1) [EIALFEREE . 15
IR 5 06 25 FH 4D AR 0 B 25

Mixing 7B &
Mixing ratio: Part A : Part B=3:1 (by volume)
Material is supplied in two containers as a unit. Always mix a complete unit in the proportions
supplied. Once the unit has been mixed it must be used within the working pot life specified.
(1) Agitate Base (Part A) with a power agitator.
(2) Combine entire contents of Curing Agent (Part B) with Base (Part A) and mix thoroughly
with power agitator.
RE: AdsyiBdr=3:1 (R
W PIAEE, 10— BB AIRE —BiRE, —BIRENREIE, DBAHERNE IR & H]
A3 A FH 58 -

(L) SEfE AU e SR A 45

(2) A TBE B A EATR A 855, P S

Thinning

As tiecoat (DFT 25um), Intergard 475HS must be thinned with 30-40% thinner of GTAQ0Q7.
As intermediate coat (DFT 50um), recommend thinning 20-30% with thinner GTA0OQ7.
Thinning ratio will be adjusted according to temperature, spray pump pressure.
AT (DFT50 k), FI#REf GTA007 & 20—30% .

YEM A% (DFT25 kD, FIHRER GTA007 #ik: 30—40% .

MR B AR YRR B, ORI R AT I

Pot life i &1 FH s (1]

Temp. ¢ 5C 15C 20C 40°C
I
Potlife,

. 1hrs 1 hrs 1hrs 1 hrs
S FHES ], ZNESF

The paint can not be used once the pot life exceeds.

R e MR A R, SRR AN R DLRE A

When the temperature is above 25°C, the corresponding high temperature curing agent should
be applied. Use of the topical grade curing agent will give a pot life of 2 hrs at temperatures
between 25~40°C.
i LR 25°C I, EEAE P AH S ) iR AR . O R L R E 25— 40°CR, IRE(E A
A LAE 2 2 /N
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7.4.

7.5.

AkzoNobeW
Application Jii T

Airless spraying would be preferred. A 45:1 ratio ;pump will be the minimum requirement and a

60:1 ratio pump will be preferable. The input pressure should be 5kg/cm?. Total output fluid
pressure at spray tip not less than 190 kg/cm? (2,700 p.s.i.). Tip range: 0.53~0.63(21-25").
TEAE A8 FH e R TG SR

R &/ 45:1, HIF60: 10 E

BEAE S3: &/ 5 kglem?
mEiE A /0 190 kglem?®
IHE£L4%: 0.53~0.63(21-25")

Drying and overcoating

R UERTS
Overcoating Interval with
Temperature Touch Dry Hard Dry recommended topcoats
i Z E S AN N} BET, /NS HEAE T R B iR
Min. /NS Max. /NS
5C 1.5 hrs 16 hrs 16hrs Extended, T
15C 1Y hrs 10 hrs 10hrs Extended, &
25C 1hrs 5 hrs 5hrs Extended, &

Note: For curing at elevated temperatures an alternative curing agent is available.

TE: e A AR 1 et ] A5

Elevated temperature curing =i T [ &1k

Overcoating Interval with
Temperature Touch Dry Hard Dry recommended topcoats
T xF T FHER T % ) LR
Min. /NS Max. /i
25C 1.5 hrs 6 hrs 6 hrs Extended, &
40°C 1hrs 2 hrs 2 hrs Extended, &

After the application of the tie-coat, intermediate coat of Intergard 475HS should be applied
after 2hrs.

PRI TR EE 2 /N T B

After intermediate coat, Coating surface should be sanded by fine sandpaper (1#)to remove all
defects and dry-spray particles, by this means, the finish coat can be applied onto the clean
and smooth surfaces, form smooth fine finish appearance.

HTRNERIBHR 5, ARTHEER 1+ RPACET BE bR 25 IR R BRBE A R, X 2N T IHEA — 16
TR AR 2 18T

Application of Topcoat — Interthane 990 T ¥ ) jiti T

sInternational.
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8.1.

8.2.

8.3.

8.4.

Mixing JE&
Mixing ratio: Part A :Part B = 6:1 (by volume)
BAEW: Ay iBHAS =61 (AR

The bas component Part A should be mixed thoroughly by mechanical agitation and then the
curing agent Part B poured in and the composite agitate thoroughly.

Jext A4y GRED BEATHURBERE ST, AR5 BN LTI RS A o

Always mix a complete unit in the proportions supplied. The curing agent is moisture sensitive.
Once the curing agent container has been opened for partial mixing of a unit, when resealed
the moisture in the air that replaces the liquid removed will begin reacting with the remainder of
the curing agent.

H S LEERIREHMTIR G M. BB AR UK, — BREARRT G, R A2
ot 7], B ELUE, AR R AU S AR A S RN BRI SR .

Thinning #i%%

Normally no requirement for thinning, however, thinning by 5-10% with GTA713 can aid
spraying application and provide a hige gloss surface finish.

AT AT, SR, A 5—10% KRR GTA7T13 KA B TWisiti L, 4 TIREIai
R -

Pot life &8 A i 1]
Pot life after mixing as following:

TRA S TR0 R

Temp. 5C 15°C 20 A0°C
W

Potlife, hrs 45 min.
, L 12 /NI 4 /N 2 JNF

S ) & i

Once the pot life has been exceeded, no attempt should be made to apply paint.

—HIR G S e, A ZE R E R

Application Jiti T. /7 7%

Airless spray is always recommended.
Pump ratio: min. 45:1

Input pressure: min. 4-5 kg/cm?

Tip range: 0.32 — 0.45mm (12-18")
Min.Pressure at Nozzle:176kg/cm?

HEFE S FH TG AR
IR 1. B/ 4501
BESJE ). 4-5 kglem?

B K /h: 0.32 —0.45mm (12-187)
/MR /7: 150kg/icm?

sInternational.
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8.5. Drying/Overcoating A1 & 47 k&
Temperature Touch Dry Hard Dry Over‘cof';\tir;g Interval
B RT N | BT CORED) , ALIRIFL, /N
Min. &/ Max. Fx K

5C 5 hrs 24 hrs 24 hrs Extended &
15°C 2.5 hrs 10 hrs 10 hrs Extended G
25C 1.5 hrs 6 hrs 6 hrs Extended G
40 1 hrs 3 hrs 3 hrs Extended G

9. Repairs &%h
It is of great importance that all damage to the coating is repaired. Repair shall be started as
soon as possible. Repair of mountings for staging, etc. must take place in connection with the
dismantling of the staging, the tempo of which should be adjusted to the touch-up procedure.
WEREAN AR EER, BAERIAT . FEMTZE BB AU HRZEAH B R, R8T
RGN TAEBEAT

10. QC & QA R EF=H|FH ERiE

10.1. Qualification of Coating Advisor 4 4% A H 45 T2 1) %8 5
Coating Advisors from International Paint shall qualified as NACE coating inspector or equivalent. He
will be present during all pre-preparation testing, surface preparation, coating application, initial cure of
coating system, and during repair work. He will carry out the work in co-operation with the owner’s
representatives, supervisor and contractor/paint contractor.
] B R (R 2R R IR 55 T A2 s i i 56 [ NACE B AMLAL BIVAIE o AR FE I 2 5 R Ak B
AT, RIEALH., BT WRE R BYIE L L BN R . s Bk EAR ., WA AN
/AR RS AR

10.2. The following tools and equipement are considered t be used for inspection in general:

- Surface profile compareatior G — Grit
- Dry and Wet Film thickness gauge

- Instruments for climatic control

- Instruments for measurements of surface contamination
- Photographic

- Lamp

- Adhesion

- Safety equipment

- Miscellaneous additional equipment

- Applicable standards

MY, —BAEHRETEA:

— RITHKEEZRNR “G”

— BRI I JEAY

— AURFA R AR B

— RS SR IN e

— MM

— 1
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— W IR
— R

— ZAHTRA
— R AR

10.3. Check points #4772 55

10.3.1. On site check points Hi37f A 2 i
Tank condition: structures, cleaning, gas
Scaffolding: dust traps, cleaning, contact points, work spaces
fERERAS : AIEG I 7B IERPIRS A A4
JAIT-28: QFERRAIET . SRR Eh . AR )4

10.3.2. Steelwork and cleaning check points & f4) 4 F Kz 375 ik & K6 5 2

Spatters Kk
Laminaitons =9

Sharp Undercuts g

Rough Welds RS 1R 5%
Sharpedges £l
Porosity’s in welds #2441 <5l
Welding smoke JE- IR

Oil and grease g

10.3.3. Surface Preparation Check Points % [fj &b BAG 75 5 5

Wrapping (before blasting) B D)
Blasting wrapping (remove and change) IR EALY (HRREHEH
Degree of cleaning (Sa 2 ¥2) TG, Sa2Y%
Roughness profile (Rz 40-75um) FHRERE, Rz 40-75um
Dust cleaning (Rating 3) IKABIETEIE, 3K
Oil and grease il
Ambient conditions 2N s

Air temperature TR

Relative humidity AR

Steel temperature AR it B

Dew point &

10.3.4. Check points during application Jifi T 75 %2 4

Application equipment it T %%
Ventilation system HBA RS
Wrapping WA
Mixing, thinning, e, Wkt
Stirring EEas

Paint storage RS E
Painter’s Footcover TP
Application schedule Jiti Tt-%il
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Stripe coating Tk

WFT TR 5

Ambient conditions WEL %A
Air temperature AR
Relative humidity FEHARFE
Steel temperature AR E
Dew point &

10.3.5. Check points for final inspection 5& L& £ i
Finish: uniform colour, gloss, no sags, sticking spraying dust, contaminants
Imperfectings: full coverage, no pinholes, holidays and cavities
Holidays, pinholes: no rusty spots
DFT, according to min/max DFT in specification
e LTHER: S, ot LR%E, il
BB e, TRl ORI
TR L AN
TR RYEHE BB/ e B

10.4. Climate control " fe$ i
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.
A FAH G B2 I 85 96 B AMARGR B2 A T R 4 3°C, ANEEREAT B WD BRI L

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

BRW RS, REAKAIK, S3EKRKRER, ANRETHRE- L.

Before application of Interthane 990, RH should be controlled under 80% to avoid the
blanching and loss of gloss of the finish coat.

RANATHE Interthane 990 7EJit T, FIXHE R ZIZHIZE 80% LA, LLRITRIEAAE.

10.5. Wet Film Thickness ¥ fi5 J5 &
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 I1SO
2801:1997 Method No 1 (Appendix I).
P JEAE Tt T = SR , PR AN SORHAAT VAR OB S B B R R R DN
{5 1SO 2801:1997 J77% Nol (Ff3 1) 447

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.

RS ARG TN T S R e P B RO A, (RN B R R 1 TS S e e ) [ A

10.6. Dry Film Thickness T fi% )5 /&
DFT measurements shall be carried out after completion of and sufficient curing of each coat applied.
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TSI 2 A i T AR IR R S8 RO 78 73 AL ST AR -

Recommended, non-destructive methods for the determination of DFT on metallic, magnetic and
non-magnetic substrates are described in Method 6 and 7 of 1SO 2801:1997. Calibration of
instrument to be performed according to Method No 10 of the same standard.

X T, WA AR R A RSN E RO 8, ARBIR BT VA AT 21 18O 2801:1997 HU
J7% 6 F1 7o A RORSHE T 1% [F) — bR AE R 77V 10 $04T .

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 26mm apart.

B R N 2 ARE A RIS DURIAT, BN 7 255 R B e S AN R BE T . — R
824 2 R H: 26 S oKV R A B = R A .

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

AHEREAE BT R0 E RS, (B0 1R I8 /8 75 145 5 THC 25 17 4 20Ut 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 ISO 2808 and/or SSPC PA 2.
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10.7. Adhesion and cohesion
The measurement of adhesive and cohesive properties of a coating system is destructive and is
normally performed in connection with complaints, in pre-qualification testing, when specified or on
reference areas, and not as a routine test.
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A recommended procedure for the assessment of adhesion/cohesion is specified in ISO 4624:1978
(Appendix I). For information about apparatus to be used — contact International Paints.
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11. Safety

11.1. Safety matters shall be included as a topic in the kick-off meeting. All safety requirements and rules
shall be agreed upon and made available for all parties involved.
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11.2. The Paint Contractor should be prequalified and his operational staff certified through a plant safety
programme to ensure that they are familiar with safety and operational procedures and trained on plant
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11.3.

11.4.

11.5.

11.6.

AkzoNobeW
emergency procedures.
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Before coating work starts, Contractor and/or Owners Representative, whatever is applicable, shall
review the work with the Paint Contractor to ensure that no procedure is about to take place which could
endanger other workers in the vicinity.
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Areas where work is in progress must be clearly identified. Hazard warnings showing “EXPLOSION
RISK” and “NO SMOKING” must be placed clearly visible during coating operations and shall not be
removed before the concentration of flammable vapours is too low to cause a fire hazard.
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All equipment in use must be earthed properly. This includes but is not limited to compressors,
blasting and spraying equipment.
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The International Coating Advisor shall be provided with safety regulations valid for the plant. Coating
Advisor also shall not attend inspection against safety regulations and shall not confirm any paintwork
in such cases.
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