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Regarding maintenance work (storage), application and supervision of
coating work, choice of coating suppliers should be minimized. At any rate,
similar parts of structures/components (such as structural steel, container ~;;,'o\ POll<
piping, etc.) shall only be coated with products of one individual «.~e'"tfd- $,,'6

.~ manufacturer. ~ BIFPCL ~

l{(';.--·:"'\J-tte materials and equipment used, the methods of appJication and the ~~. 4iA
... ' r: ' :. ~'\U'1'q ality of work shall at all times be subject to the inspection and approva: ~ 8_~3.~
\ .' . _~."t:: t Employer or his Representative.
" ...... _ .:. -~,;'

.......~ To mitigate crevice corrosion, the designs and construction of structures and
equipment shall ensure that no collection of water OCcursin crevices which
could lead to crevice corrosion.

Coating material shall only be supplied by manufacturers with international
experience and their'products can be obtained intemationally.-

Surface preparation, as well as protective coatings and coating systems are
based' on this specification in order to assure that structural parts of different
suppliers will get a corrosion protection of similar and high quality.

This specification shall be used for the corrosion protection of steel
structure's, components, pipings and equipment in general which are
installed in confined areas (indoors) or outdoors.

Corrosion protection, coating and galvanizing80.6.5

All stencil marks on the outside of cases fJIeeither to be made in waterproof
material or protected by shellac or varnishto prevent obliteration in transit.

All cases, packages, etc. are to be clearly marked on the outside to indicate
the total weight, where the weight is bearing and the correct position of the
slings and are to bear an identification mark relating them to the appropriate
shipping documents.

Each crate-or package is to contain a packing list in a waterproof envelope.
All items of material are to be clearly marked for easy identification against
the packing list.

Marking and labelling80.6.4

Where possible valve nameplates shall be circular and shall be fitted under
the handwheel captive nut. They have to be of such a diameter that there is
no danger for persons operating the valve or that they do not prevent lock­
off of this valve; on check valves and small valves the Contractor may
provide rectangular nameplates fitted to brackets on the valve or attached to
a wall or steelwork in a convenient position adjacent to the valve.
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• ISO 8501

• Product data of coating manufacturer
• DIN 2403 Indication of pipe-lines according to flowing material
• DIN 4762 Surface roughness
• ISO 8503 Surface roughness
• DIN 8201 Part 1-9 tight blasting agents
• DIN 50976 Corrosion protection, hot dip batch galvanizing of single

parts,.requirements and testing
• DIN 55928 Part 1-9 corrosion protection of structural steel

work through protective coatings and topcoats
Preparation of steel substrates before application of
paints and associated products

• ISO 12944 Paints and varnishes - corrosion protection of steel
structures by protective paint systems

4~.·", RAL Colour card" . _- , ~""!I(~'r'. ~\.Is?8501-1 Preparation of steel substrates before application of I.' .....:.;~4J.: _ ,:'\
(: '- I ' paints and related products\' .: . r SJPC Vol. 1 and 2 Sted structure painting council ': .: .~;_

""~face preparation and clean~ng of surfaces in the shop \ ~_'\
Prior to blasting, areas have to be cleaned from oil, grease, paint residues, , ~~ i.:> .
splatters, welding splashes and welding slag using a suitable aqueous
degreaser, or solvent for more severe grease contamination. The cleaning
should be to provide a "water break free surface".

Codes and standards
Applicable standards are:

• The protection system is perfectly suitable for the Site conditions and for
the specific purpose.

• The shop paints provide a sufficient protection during transport, storage
and erection.

• The shop paints are suitable for handling and erection conditions
(slinging, Site welding works etc.) and are compatible with the Site
finishing coats

• All necessary precautions are taken in order to prevent damage to paints
during storage, handling, welding.

• The necessary repairs are carefully executed as soon as possible.
• The colour RAL number of the finishing coat has been approved by the

Employer, including identification code for piping.
• Standardised equipment will be painted according to the manufacturer's

standard.
• All corrosion protection and coating on site shall be done in a workshop

specifically for the purpose of the application of corrosion protection and
coating.

It is the responsibility of the Contractor to ensure that, for all supplied
equipment (including that from sub suppliers):
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If a protective coating of concrete is required, concrete shall be allowed to
.~ cure before painting. . ,', . " ~. r:__:~I~C-::;-""·_"'->.!\:

" ~.
Transport and erection damages, as well as 'damageswhich result 0 ~.'f~. \';.'"

'""~ additional welding have to be repaired as-soon as possible. The da~aged)h-;->CL )/
, ~f ." ........; .areas.have to ?e deruste~ with rotating or steel brushes, abrasive w» 'el's,,_and !..",»'

'(; , , ; \. \.abraslve blasting accord109to DIN ISO 8501-1. , ..:,~,:, .! _.. . . i I; .... - .--
! \'~:.: . '.~;. j Cleaning of prime and intermediate coats (if required)
" ':--_ ... ' / To prevent contamination bymineral oil products, areas with prime and
~~/ intermediate coat have to be treated with suitable cleaning agent. Cleaning

has to be done free of residues, e.g. wi th alkaline detergents and thorough
washing done with fresh water. Rusty spots have to be removed according to
required purity. Metallic areas which are provided with temporary corrosion
protection have to be cleaned. No oxidation products shaII remain on the
surface. Further care shall be taken that on hot components, no destructive
or reaction products will be released when heating which could injure
insulation.

"

Wood surfaces shall be sanded clean. All nail holes shall be puttied and
sanded before priming, , unless the specific coating system allows for
coating onto damp concrete, in which case only with approval from the
Employer. .

Cleaning to be performed on site
Steelwork protected by shop primer after arrival on site must be cleaned of
salt. sand, oil, etc. before the first coat of paint is'applied on site. Shop
primer damaged during transport must be rectified by blast-cleaning and
coating before application of the site coats.

After blasting, an anchor profile of25 - 50 urn shall be achieved. Blasted
surfaces have to be provided with a prime coat of the' approved coating
system immediately within 4 hours of blasting. All blasting and priming
must take place outside of the high humidity periods of the day (i.e.
maximum relative humidity of 80%).

The preparation of substrates shall be carried out on the basis of the
specifications ofIS.O 12944 part 4 and ISO 850 l.The preparation of steel
before application of paint and related products shall be in line with ISO
11124 formetallic blast cleaning abrasives and ISO 11126 for non-metallic
blast cleaning abrasives. No recycled blast grit may be utilised.

Contaminations caused by salts, acids and alkali solutions shall be
eliminated by rinsing with water up to a pH value of 6-8. Soluble salt
contamination is to be tested using the Weber Reilly test method (or similar
approved) and pH is to be tested using universal indicator paper strips prior
to continuation with the blasting.

Sharp edges have to be rounded off.
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Control areas in accordance with the coating supplier's instructions have to
be applied. For this procedure, a schedule for control areas has to be
prepared by the Contractor and coating supplier which corresponds with the
requirements of the warranty agreement •.

Q . Number and performance of the control areas have to be done in accordancef¥(, with ISO 12944 part 7 and have to be documented in writing.
/~.r: .:,\~application shall take place either in the condition of the relative

!' '( ,,:'. j~Uidity not within the given limit or in case of poor weather conditions
• :;- ,~... ., - "suc as fog, dust, rain, snow, hail or when it can be assumed that such
\ •• - 't .: ~: co ditions of poor weather will arise within2 hours after application.
, . "'-:._ ....., .'

'_.-. Temperature of the coated parts has always to be above 5 °C and 3 K above
dew point.

• prime coats byairless spray
areas like disconnections, angles, 'corners, etc. which are difficult to be
reached can be applied by brush or roller

• repair of prime coat by brush .
• finish coats ,-- ~ -'" , -,'

• at works byairless spray, ~oller or brush I'· .'I. ~\
• at site by roller or brush or airless spray. . . ·~:,·;i~L '::l

. t· >.\ I'·:,.,

Wh~n appl;Yingcoating system~ by ro~le.r,r~lIers ha~e to be of kind ~ :~-:::-:~.t·j'
quality WhIChmake an appropriate ap~hcahon possible. ,,-:3Y'

Following application procedures are allowed:

The interval between applying the different coats has to follow according to
supplier's precautions. Each layer has to be cleaned and released from spray
dust before the next layer will be applied. Prior to applying a further layer,
the last one has to be repaired. All coatings have to be applied without
retarding.

All paintings shall be performed according to ISO 12944. The durability of
all paintings shall be "high" which corresponds to 15 years.

Application procedure
When using the provided coating material, strict adherence to all application
instructions given in product data of coating manufacturer is necessary. To
obtain the maximum performance, technical data as welJ as application
instructions for the individual coating material have to be strictly followed.
For a multi-layer coating system each layer has to have a different colour
shade in order to clearly identify number of coats applied.
The last finish coat has to be applied in the specified colour shade.
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Careful cleaning of welds is necessary before welded assemblies are dipped.
All defects of the steel surface including cracks, surface laminations, laps
and folds shall be removed in accordance with BS 4360. All drilling, ;? ...,-=--.........
cutting, welding, forming and final fabrication of unit members and (/7",
assemblies shall be completed, where feasible, before the structures are !;:...1:" -. ",)1'"

galvanized. ',' ';'''' ,oJ!,.
\. \,

The minimum coating thickness shall b,eas specified in Table I ofBS 729'\...~'::.{.:~
Structural steel items shall be first grit-blasted to BS 4232, second quality, -
(Sa 2 112) or pickled in a bath, and the minimum average coating weight on
steel Sections 5 mm thick an~ver shall be..200glm2, on steel Sections 2 - 5
mm thick 600 glm2• ,/0~

I' / '. ,\_:'\ 0001.1 0
I,"~{ ',' ,,_::I

FICHTNE~'\ , . " ,")'." - _ .~,_~'"
8140A011FICHT·15702705·vS
BIFPCUEPC·Main Plantl201~/11

It is essential that details of steel members and assemblies which are to be
hot-dip galvanized should be designed to suit the requirements of the
process. They should be in accordancewith ISO 12944.

Vent holes and drain holes shall be provided to avold high internal pressures
and air locks during immersion and to ensure that molten zinc is not retained
in pockets during withdrawal.

Galvanizing
Galvanizing work shall conform in all respects to ISO 146I or equivalent
standards and shall be performed by the hot dip process unless otherwise
specified.

Application of temporary primer on structures which have to be insulated
has to be in accordance with a sufficient corrosion protection for the period
of storage respectively erection time, . .

During repairing works at site on shop-primed structures, it is important that
different coats will have different colour shades. Numbers of layers have to
be the same as the original coating system to be used.

Edging lines on steel structure have to be taped prior to application and after
blasting in sufficient width or have to be protected with varnish before
application. Thickness of prime coat may be 50 urn maximum.

Chequered plates, nap plates, etc. have not to be covered with adhesive tape,
but have to be coated with stripping coat in a dry film thickness of at least
150 urn.

Welding seams executed at site have to be taped with an adhesive tape of
about 30-50 mm after surface preparation (blasting or manual derusting) and
prior to application in the manufacturing plant and to be coated with
stripping coat.
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/~~(/1{, ',\-_\,- . -. ,. \ "

I" - oj -..! J
\-\.-.". ;',
\ ..... . ..., .
<::>

Connections between galvanized surfaces and copper, copper alloy or
aluminium surfaces shall be protected by suitable tape wrapping.

• cleaning the area of any weld slag and thorough wire brushing to give a
clean surface . .

• The application of two coats of zinc-rich paint, or the application ofa low
melting point zinc alloy repair rod or powder to the damaged area, which
is heated to 300°C or the treatment with suitable cold galvanizing paint,
such as ORAPI n.z.a.b 706. All zinc rich paint used for such repairs must
contain a minimum of 81% by mass of zinc in the dry film. . "

Small areas of the galvanized coating, damaged in any way shall be restored
by:

Protected slings must be used for off-loading and erection. Galvanized
work, which is to be stored at the works or on site shall be stacked so as to
provide adequate ventilation for all surfaces to avoid wet storage staining
(white rust).

Galvanized contact surfaces to be joined by high-tensile friction-grip bolts
shall be roughened before assembly so that the required slip factor is
achieved. Care shall be taken to ensure that the roughening is confined to
the area of the mating faces.
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