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1-3COPE

This specification covers the minimum regquirements for the protection by painting of
control valve.

2-GENERAL
2.1. Non-Painted Surface
Fainting of the following surfaces |s not reguired:
2.1.1 - Nonferrous materials (20-10 and 70-30 Copper-Mickel, Monel, Aluminum bronze), high
grade stainless steels. HOWEVER, LOW GRADE STAINLESS STEELS SUCH AS AISI 302,
. 321, 347, 317, 317 L SHALL BE PAINTED.
2.1.2 - Plastic materials or matetials coated with ultra violet ray resistant plastic.

2.2. Machined Surface _
IMachined and threaded surfaces shall be protected with temporary rust preventive paint.

2.3. Friction Surface
Friction surfaces of assemblies using friction shall be protected by suitable means against

COrrosion.

3- SURFACE PREPARATION

3.1. Preparation Before Blast Cleaning _
3.1.1 - All rough-edged cuts and, Indentations, all surfaces and protrusions must be ground to

smooth out the contour before the surface s prepared for painting. Any grinding performed after
blast cleaning, mustbe re-blasted to required roughness.

3.1.2 - All bolt holes shall bednlled and blunted before blasting.

3.1.3 - Prior to surface preparation, the surface shall be inspected for spotting oil and grease
deposits or pollution on the surface. If any, the deposits of ol ergrease shall be removed from the
surface by solvent cleaning prior to further surface preparation.

NGTE: if sand blasting is riot applicable for any reason to be'agreed by Gompany, zinc silicate
primer shall not be used for repairs. Zinc rich 2 components epoxy primer or an approved epoxy
primer formulated for application on hand on mechanically brushed surfaces should be used
instead.

3.1.4- Abrasive material for blasting:

11 The abrasive used in installations as wheel abrators or manual blast cubicles in which the
abrasive is recovered and re-used shall be mixture of chilled iron or steel grit and steel shot able to
produce the required surface profile. The abrasive mixture shall be replenished using new and
worn abrasive, 5o as to produce a consistent profile height and standard of surface cleanliness.
The abrasive mixture shall be kept free of dust {including metallic particles) and debris. Abrasive
cleaning employving sand shall not be permitted.

2) Abrasive material for blast cleaning, consisting solely of steel shot shall not be used. & mixture
consisting of steel shot and at least 25% by weight steel grit s acceptable.
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3) Expendable abrasive used for blast-cleaning shall be free of contaminants such as chlorides
and other soluble salts and shall not contain metallic copper or more than 2% by weights of copper
oxide. Expendable abrasives shall not be recycled. Sand shall not be used for blast-cleaning.

4) Copper slag or coal slag shall not be used for preparation of sufaces located in submerged or
splash zones, or for surface preparation of stainless steel and other noble materials or internal
surfaces.

5) Sand or other non-metallic abrasives with free silica shall not be used.

3.2. Required Cleanliness
All surfaces prepared for coatings shall sat sfy:

- 8A 2.5 of the Swedish standard SIS 055800,

3.3. Required Roughness
3.3.1 - All surfaces shall be blast cleaned to obtain atetal angular roughness Rt included:

- Between 30 and 50 microns when total thickness of the coats of paint applied is less than 400
Microns,

- Between 50 and 80 microns when total thickness of the coats of the paint applied is greater than
400 microns.

2.3.2 - Only dry blasting technigues are allowed. Compressed air for abrasive blasting shall not
contain any trace of oll or water. Blasting nozzle pressure shall not be lessthan 6.2 bar (90 psi).

3.4. Precautions
3.4.1 - Surface preparation by dry blasting technigues shall not be performed if:

- The surface is likely to be humid after surface preparation and before painting,

- The surface temperature 15 less than 3°C above the surrounding air's dews point,

- The air's relative humidity is greater than 85 %,

If the air's relative humidity exceeds 80 %, the Applicator must obtain permission from the
Company to proceed with or continue with surface preparatign. The

Applicator must provide a hygrometer to measure the air's relative humidity.

3.4.2 - Surface preparation operations shall be terminated earlye@nough during the day to permit
application of the adopted primer on the prepared surface baforethe sun sets and rust sets in.

If, exceptionally, surface preparation 15 authonzed at night, the prepared surfaces shall bewiped
the next morning. They shall be freshened with light sand blasting before the primer i applied.
3.4.3 - During surface preparation, care shall be taken not to damage or alter identification plates,
machined surfaces and parts coated in the factory. These parts shall be properly protected.

344 - Any oil, grease, dust or foreign body present on the surface after surface preparation
operations shall be removed before painting. If rust reappears on the surface, the surface shall be
re blasted as per paragraphs 5.2 and 5. 3.

3.5. Stainless Steel _
Before painting, stainless steel surfaces shall be cleaned degreased and hlast cleaned with a non-

metallic abrasive. Total roughness shall be in the 25-micron range.
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4- STORAGE, MIXING AND THINNING OF PROCEDURE

4.1. Storage Condition
4.1.1 - All paint and thinner containers shall be kept closed before use and stored under shelter.

4.1.2 - Any paint which has gelled or settled during storage shall not be used.
4.1.3 - Any paint for which the shelf life 15 expired shall not be used.

4.2. Mixing

4 2.1 - All the ingredients in each container shall be thoroughly mixed and homogenized.
Mechanical mixing shall be such that all pigments or other agents are held in solution during
application. Manual mixers are riot authorized.

4.2 2 - Paint mixed in the original container shall pet be transferred until all settled particles have
been remixed with the medium. This does netimplytemporary removal of part of the medium to
facilitate mixing.

4.2.3 - Paint shall not be mixed or held in solutionwith air bubbles.

4.2.4 -If a skin has formed in the container, it shall be cut and removed. If the skin is thicker than 1
mm, the paint shall not be used.

4.2 5- All pigmented products shall be strained after mixing unless applicator eguipment is
provided with adeguate strainers.

Strainers must allow all pigments o pass through, but not any skin.

4.2.6 - Productswith unlimited pot life or which do not alter on standing may bemixed at any time ;
howewer, if they hawve set, they must be mixed immediately before use. Paint shall not be keptin
the spray equipment pots overmnight, but shall be put back into a closed containerand remixed
before re-use. Containers must be marked with the involved paint's pot-life.

4.3. Tinning

4 3.1 - Mo thinners are to be added unless necessary for properapplication. Thinning must never
exceed Manufacturer recommendations.

4.3.2 - Thinners used musl be those suggested by the Manufacturer.

4.3.3 - When use of thinner is authorized by the Manufacturer, tshall be added during mixing.
Applicators shall not add thinner after the paint has been thinned to the proper consistency.
Thinners must be added under the guidance of a specialist who is thoroughly familiar with the
guantity and type of the added thinner.

2- APPLICATION OF PAINT

511 Unless otherwise specified, after final testing, all valves shall be internally and externally
dried,

and internally coated with grease or sealant.

51.2 Unless otherwise specified by purchaser, bronze and stainless-steel valve shall not be
painted or coated.

51.3 Padicular attention shall be given to protection of Austenitic stainless-steel valves from
Chlornide attack in salt contaminated atmospheres.
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5.1.4 Standard coatings for AMP Control Valves parts are as belows

Genra eptian

Wet spray salvent or ter bcun primer d kp ooat are applied

Surface Candition

Parts mast be dean and free of previously applied coatings. [kan
phosphates may Be applied.

Tatal ThH:kne 85

51-30 micran

20

Feat u E= p::uwdema ingt

Surface Canditian

Clearr iran phasphate- final seal oot

Tatal Thickness

1040 micrans

Tem_ rature Limit

AMPPS

General Dmrmtmn

200

Polvamide epaxy coating

Surace Canditian

Commercial blast clean

Tatal Thickness

204 — 400 micrans

Temrture Limit

120

Phanalic 2poy coating -

Surface C

Commercial blast clean — mear white metal Blast cleaning

TOtEIIT i

100-200 microngs

Inorganlc zlnc rich coatl

near white matal blast cleaning!

BIHED micrans

rear white metal blast cmm

100-300 micrang.

General szcrptian

I

S|Io:-'.ane ar Acrghc'resfﬁ madi '&{1 with slllmne I'I'Iﬂdlﬂed ap coats

sSurace Condition

MEEr metal blast cleaning

Tatal Thickness

Temperature Limit

200400 micrans
—E00:

5.1.5 Technical specification for Powder Coating is as below:

2urface prepa ricu n

Clean- Apply carmversation ooating and seal coat

Cagting Thickness

101 50 micran

Standard acceptance Test

500 haurs in salt spray conducted an praducts of ASTM
B117

Calor Specification

RAL 1001 (Beige}
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5.1.6 Common applications of some special coating are mentioned in the following table. Cther

types Df cnatlngs which afcrrementlcrned shall be applled according to related stand ards

Lsed an*,rwhere a durable k:ung 'astlng oast | Wl wthstand a contmues hamperature.
FPowder Coating ffective cogting is required. expasure af 121% without detrimental
effects.

Will withstand & continues lemperature
exposure of 121 withaut detrimantal

Mot recommended. Does not excead the affects.
Twao coat phenalic epaxy powdler ooating results in any af these tests Chalksand discokrs when expased to
and is inferiar in many aspects sunlight.

Wil ot pass salt spray tast
Will nat pass band test,
Will not pass Impadct test.

Used where the spplication 18 corrasive and

Zinc Primer the body i subjacted todemparatures up ta Wil ot pass salt spray tast
380 continugushy Will nat pass band test.
Hgh femperature and Used whers the applicathan’is cormasive and Will not pass Impact test.
Carrasive Applicatian the bady |5 sutjected to lemparatures up o Wl pat pass cross hatch sdhesian test
288 continugLslhy

5.2. Application

521 -FPaint shall not be applied to sufaces:

- During rain, snow, fog orsehen dustis in suspension in the air, when wind velocity exceeds 7 m/s.
- In areas where hapmful particles are in suspension,

- When surface temperature is less than 3°C above the surrounding air's dew poirt,

- When relative humidity 1= greater than 85 % (95 % when applying inorganic zing sil cate),

- When temperature 1s below 5°C.

5.2.2 - Blast cleaned sutfaces shall be primed as quickly as possible and atthe latest during the
day they shall be blastcleansd. The primer coat shall end 5 cm from a surface to be prepared on
the same panel

5.2.3-Asfar as possible, each coat of paint shall be applied in @ continuous, even coat free of
holiday. Any area which has not been properly coated or missed shall be repainted.

5.2 4 - Each coat must cure or dry properly before application of the next coat. The applicator shall
follow Manufacturer's instructions.

b.25-When several coats of the same type of paint have been specified, alternate coats of paint
shall be tinted as much as possible to make sure that the surface is completely covered. If a
colorant 15 added, it shall be compatible with the paint and not alter its service life.

5.2.6 - Brush Application

When paint is Applied with a brush, the following shall be satisfied:

a) Brush type and guality shall enable proper application of paint. Round or oval brushes are best
suited for rivets, bolts, irregular or rough surfaces or pitted steel. Flat and wide brushes are suitable
for large flat surfaces, but must not exceed 125 mm. Long handle brushes shall not be authorized.
) Brush applied coats shall be as smooth and uniform as possible.

c) Paint shall penetrate angles.

d) Protruding parts shall be pre coated.

e All paint drips shall be removed with the brush.

f1 & minimum of brush strokes shall be visible.

q) Surfaces that are not accessible to brush shall be sprayed or painted with a sheep skin.
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527 - Application by Pneumatic Spray Gun

Application by pneumatic spray gun must satisfy the following conditions:

a) Equipment used shall be capable of spraying the paint properhy. It shall be fitted with pressure
indicators and regulators adapted to service. Mozzles and needles shall be those recommended by
the eguipment manufacturer for the paint being used. Equipment shall be maintained in good
working order.

b Traps or separators shall be installed to trap oil or water condensed in the air.

Traps or separators shall be of adeguate capacity and drained regularly. Air fromrthe spray gun
impinging against the surface shall not deposit any oil or condensed water:

) Continuous mechanical agitation shall keep paint mixture in spray pots or containers at proper
consistency.

d) Pressure on the product in the Spray pot and airin the gun shall be adjusted to obtain optimum
atomization. Pressure on the produdt in the pot shall be sel, if necessary, to accommodate gun
height with respect to the can height. Air pressure inthie gun shall be high enough to atomize paint
without forming excessive misl or causing excessive evaporation of sobeent.

e) Spray equipment shall be kept clean so that dust, dry paint or other foreign matter are not
deposited in the coat of paint.

Any solvent |eft inthe spray eguipment shall be completely removed before applying the paint to
the surface.

f) Paint shall be applied in uniform coats with total spray pattern coverage.

Spray patterns shall be such that paint is evenly applied.

g) Drips or excess thickness shall be removed wth a brush or the sudface cleaned and repainted.
h) Surfaces inaccessible by spray gun shall be brush painted. If they are inaccessible by brush, a
sheep skin shall be used. Brushes shall be used to work paint into cracks, crevices or other areas
not properly coated by spraying:

i) Special precautions shall be taken when inorganic zinc s applied. Theseare given in the
Manufacturer's instructions.

5.2.8 - All identification plates, machined surfaces, instrument glass, bearing surfaces of flange,
control valve shafts and other similar material shall be masked. If paint gets on these surfaces they
shall be cleaned and returned to their original condition.

529 - Structural steel section edges and irregular surfaces shall be coated first and an additional
coat shall be applied at a later stage.

5210 - Al equipment and component contact surfaces (skid bases, equipment bottorns, etc. )
shall be painted.

5.2.11 - Fresh paint shall be protected against dust and other foreign matter.

8.3. Drying Painted Surfaces
5.3.1 - An additional coat of paint shall not be applied until the previous coat is dry and may be

painted. Eead Manufacturer's instructions for drying times with respect to ambient temperature and
hiurmid ity.

5.3.2 - Paint shall not be dried under conditions that may cause wrinkling, blistering, pore formation
or other injurious defects.

5.3.3 - No drier shall be added to paint.
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5.3.4 - Faint shall be protected from rain, condensation, snow or freezing until it 15 completely dry
{refer to Manufacturer's technical data sheet).

6-REPAIR OF DAMAGED PAINT AREAS

When factory painted or painted surfaces have been marked in handling, the damaged paint and
non-adherent paint shall be removed and the surface thoroughly cleaned in accordance to
paragraph 5: The edges of the damaged area shall be smoothed. Surface preparation shall extend
approximately 5 cm into the sound coat

MOTE: if sand blasting is not applicable for any reason to be agreed upon by

Company orInspector, zinc silicate primer shall net be used for touch up repairs.

Zinc rich 2 comporients epoxy PHMEr or an approved epoxy primer formulated for application on
hand or mechanically brushed surfaces should be used instead.

The touch up primer shall be compatible with the paint system.

7- INSPECTION
Painting works achieved in accordance with this specification, shall be inspected by a Company
representative in according of standard's.

7.1. Previous Approval

Approval shall be ablained for each stage, indicated below, before going on to the next stage.
7.1.1 - Location ofthe painting work, products and painted equipment storage conditions.
7.1.2 - Equipment

7.1.3 - Surface preparation

7.1.4 - Primer or prime coat

7.1.5 - After each coat of paint

7.2. Inspection Results
All guality control results shall be written up into reports. All reports ghall be submitted to the

Company during provisional acceptance of the paint.
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8- CODES AND STANDARDS

This procedure according to following standards, referenced used.

Specification for Zinc {Hot Galvanized) Coatings on lron and

e Steel products |
Specification for Zinc Coating {Hot Dipped) on iron and steel
A153 —
hardware
ASTH A235 Standa_lrd Fractice for Providing High-guality Zinc Coating |
{(Hot-Dip)
ASTM D 520 standard Specification for Zine Dust Pigmenit —
‘;‘?TM a0 Test Method for Indicating Gil erWater in Compressed Air —
ASTM D 4417- | Test Method for Field Measurement of Surface Profile of .
93 Blast Cleaned Steel Blast Cleaned Steel
'I'-E:fs.t_s for Relative Humidity by Wetand-Dry-Bulb
ASTHE 337-04 Psychrometer -
ASTM D335% | Standard test method for measuring adhesion by tape test —
ASTM 03951 standard practice for commercial packaging —
ASTH D4757 Standard Test Method for Measuning MEK Resistance of L

Ethyl Silicate {Inorganic) Zinc-Rich Primers by Solvent Rub
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