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This Guideline was developed for the MID WEST PORTS AUTHORITY. THIS GUIDELINE SHALL NOT BE USED
OUTSIDE OF THE MID WEST PORT’S FOOTPRINT AS THE SYSTEMS, PRODUCTS, AND METHODS IN THIS GUIDELINE
ARE APPROVED SPECIFICALY FOR THE ENVIRONMENT AT MID WEST PORTS AUTHORITY (MWPA). FAILURE TO
ABIDE BY THIS NOTE MAY LEAVE THE USER LIABLE FOR ANY PREMATURE FAILURE OF THE REPAIR /
REFURBISHMENT.
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| Background

Located 420km north of Perth, Geraldton is the gateway to northern Western Australia.

The Mid West Ports Authority (MWPA) provides an essential service, connecting regional Australia to national
and international markets as a specialist port catering to boutique and diverse operations.

MWPA operates seven commercial berths and critical marine and land assets which enables the facilitation of
trade for the Mid West region, exporting a variety of products including iron ore, grains, mineral sands, non-
mineral sands and mineral concentrates. The Port also imports fuel, fertiliser and break bulk cargo.

In addition, MWPA is unique in that it also manages the Geraldton Fishing Boat Harbour (FBH), supporting the
region's largest fishing industry, Western Rock Lobster. The FBH comprises boat pens and a significant landholding
with sites leased principally to businesses that support the local fishing and mining industry. The harbour also
supports tourist-based operations.

Figure 1 — Overview of MWPA Operation

2

YoraoRy

QUEENSLAND

Australia

Perth
@)

WALES

Adelaide

I

Berths 1 and 2 are currently on-operational due to their age and condition.

Berth 3 is a dedicated agri-bulk facility used by CBH to export gain. On occasion, it also hosts cruise ships.
Berth 4 is primarily used for the export of mineral and non-mineral sands.

Berth 5 is primarily used for the export of iron ore.

Berth 6 is used primarily for importing; break bulk, fuel and fertiliser.

Berth 7 is a dedicated iron ore berth operated by Karara Mining.

With the standard atmospheric classification of corrosivity zones, meant as a guideline, the worst case corrosivity
environment was considered to be C5. The major Australian standard addressing the allocation of corrosivity
zones within Australia is AS 4312 - 2008 (Atmospheric Corrosivity zones in Australia) which ... provides guidelines
for the classification of corrosivity zones in Australia and their effect on the corrosion of steel and other metals.
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Corrosivity Categories According to I1ISO 9223

ISO 9223 Category Corrosivity Steel Corrosion Rate um/y Typical Environment
C1 Very Low <1.3 Dry Indoors
Cc2 Low 1.3-25 Arid / Urban Inland
c3 Medium 25-50 Coastal or Industrial
c4 High 50-80 Seashore (Calm)
C5 Very High 80-200 Seashore (Surf)

This Standard, along with Australian Standards AS2312 - 2014 (Guide to the protection of structural steel against
atmospheric corrosion by the use of protective coatings) directed the consideration of a C5 Atmospheric
Corrosivity Zones.

2 Scope and Purpose

2.1 This Guideline is intended for maintenance coating application on MWPA's related works and
maintenance activities. The overall objective of this Guideline is to provide the basis for the
maintenance coating process to existing site structures to achieve or extend the expected service life for
another 10-15 years.

2.2 Large capital projects and specialist applications (such as high / low temperature, specific chemical
exposure, and the like) may require project-specific Specifications to be developed and, as such, those
protective coating works are considered beyond the scope of this document.

2.3 This Guideline applies to the repair of the protective coating treatment of metallic elements and
provides the expected requirements and methodology for the execution of the works for coating
application and various repair techniques.

2.4 The Principal referred to herein, refers to the MID WEST PORTS AUTHORITY appointed representative
for the works. The MID WEST PORTS AUTHORITY is hereafter referred to as MWPA.

2.5 This Guideline refers to maintenance related protective coating treatment activities for existing and new
steel protective treatment works.

2.6 This Guideline assumes all items that are being repaired / refurbished were originally designed to all
relevant Australian Standards and design codes at the time of construction. Opportunities should be
taken during the start of the repair process to review the structural loadings and design against recent
Australian Standards and design codes to ensure the structure remains fit for purpose.

2.7 This Guideline is intended to be used by a Contractor who is suitably experienced in the field of
protective coating treatment application and has experience in executing the various repair
methodologies contained herein.

2.8 Any deviation from this Guideline will require prior written approval from the Principal.

2.9 Coating Systems for Structural Steel included in this Coating Maintenance Guideline are outlined below.

A2053723 Version Number 4
This document is uncontrolled when printed or distributed electronically Page 5 of 76




MID WEST SURFACE PREPARATION AND
PORTS PAINTING GUIDELINE

Table 1 - Coating System Summary

System Area / Locations

MWPACS1 Dry / Occasionally Wet / Costal-Marine Atmosphere (above deck level)
MWPACS2 Immersed / buried environment (Below deck level)
MWPACS3 Difficult to Access Area-Surface Tolerant (Above Warf Level)
MWPACS4 High Impact and Abrasion area (Deck level and below)
2.10 The repair techniques and locations shall be as indicated in the Scope of Works documents, construction

drawings, or as advised by the Principal. This document shall be read in conjunction with the associated
Scope of Work document and any pertinent supporting reference information.

2.11 There are surfaces / items that may be excluded from the scope and do not require blasting and
painting, but shall be suitably protected, temporarily removed to ensure no overspray or damage
occurs. Such items are provided in Appendix 3: Excluded Surfaces / Items below.

2.12 Maintenance coating application process including preparation, application, and waste management
shall be done in accordance with applicable provisions of the latest editions of relevant codes,
standards, specifications, and regulations by the Government and MWPA.

2.13 Any deviation from this Guideline will require prior written approval from the Principal.

3 Definitions

3.1 ABBREVIATIONS

Table 2 — Abbreviations and Definitions

Abbreviation Definition

AMPP Association for Materials Protection and Performance
ACA Australasian Corrosion Association

ANSI American National Standards Institute
ASTM American Standard of Testing and Materials
DFT Dry Film Thickness

GC General Coating

HDG Hot Dip Galvanising

ISO International Standards Organisation

ITP Inspection and Testing Plan

MDR Manufacturer’s Data Report

MSDS Material Safety Data Sheet

pm Micron (0.001mm)

NACE National Association of Corrosion Engineers

A2053723 Version Number 4
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Abbreviation Definition

NATA National Association of Testing Authorities
MWPA Mid West Ports Authority
ppm parts per million
TDS Technical Data Sheet
RH Relative Humidity
SPR Surface Preparation Requirement
SSPC Society of Protective Coating (Standard)
VOC Verification of Competency
3.2 TERMS

Table 3 — Terms and Definitions

Term Definition

The scope of work agreed to be undertaken by the Contractor for the Principal as detailed

Agreement in the Purchase Order for the works.
. The coating application Contractor or the employee of the coating application Contractor
Applicator . .
who prepares the surface and applies coatings
Approved Approved by the MID WEST PORTS AUTHORITY in writing.

Contractor’s
Representative

The person deemed to have the authority of the coating application Contractor to manage
the project.

Contractor

The entity that prepares the surface for painting and applies coatings.

Coating Manufacturer

The supplier or manufacturer of coatings whose name appears on the product container,
data sheets, and material safety data sheets.

Coating System

A total number and types of paint coatings, or other protective or decorative materials, are
applied separately in a predetermined order to produce a laminated coating membrane.

Feather

A process whereby abrasion is carried out to the edges of intact, sound coatings at the site
of localised damage to smooth out all leading edges around the damaged site. Can be
carried out by spot blasting, hand sanding, and mechanical sanding methods.

Micro-environment
(or Micro-climate)

A restricted or small-scale environment generated by local features or the complexity or
orientation of a structure, such as pollution sources or ponding areas.

Principal

MID WEST PORTS AUTHORITY and/or nominated representative for the project.

Principal’s
Representative

Nominated person(s) by the Principal to act as the Principal’s Representative, on their
behalf.

Stripe Coat Brush application of coatings.
Shall A mandatory requirement.
Work Lot Each section of the structure or components that can be prepared, dried, and coated in one
continuous operation.
A2053723 Version Number 4
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4  Standard Requirements
4.1 All documentation and correspondence shall be in English.

4.2 If any item contained within any of the project documentation, (including, but not limited to; the
Specifications, Reference Drawings, Manufacturers’ recommendations or Principal’s instructions) is
ambiguous, unclear, conflicting, contradictory or otherwise requires clarification, the Contractor shall
refer to the Principal for clarification and instruction prior to works proceeding. The resolution shall be
performed to the satisfaction of the Principal.

4.3 It is the responsibility of the Contractor to provide adequate training and supervision to workers
involved in the works. Verification of competency (VOC) shall be conducted by workers carrying out
skilled duties to confirm compliance with the specification and the Inspection and Test Plan (ITP).
Moreover, the Supervisor shall be responsible for assuring the performance of the work by the criteria
established by this Guideline, if not, the manufacturer’s Specifications can be adopted upon prior
approval by MWPA.

4.4 In planning the work, the provision shall be made for completing the work to the specified standards
despite obstacles caused by weather and other local site conditions. The Contractor shall verify the site
conditions before scheduling the work to organise and implement special precautions as necessary.

4.5 Where work is to be performed within an area classified as a Confined Environment or a Working at
Heights risk, MWPA’s Confined Space and Working at Heights procedures must be adhered to at all
times.

4.6 All surface preparation and protective coating works shall be in accordance with this document and

other applicable MWPA standards.

4.7 All resulting waste material and by-products shall be collected, loaded, hauled, and disposed of by the
Contractor to an MWPA approved waste disposal facility. The Contractor shall be responsible for
keeping the work area or site, clean and tidy at all times. As a minimum, clean up shall occur before the
completion of every shift, unless otherwise nominated by the Principal. This is to provide clear, safe and
unhindered access for all MWPA site workers.

4.8 The work shall be carried out in accordance with the Contractor’s Quality Plan. The Quality Plan and
Inspection and Test Plans (ITPs) shall provide for the Contractor and the Principal hold points(H) and
witness points (W) as necessary.

49 Surfaces to be treated shall have any applied Impressed Current Cathodic Protection (ICCP) system
switched off seven days prior to the commencement of surface preparation. Although it is the
responsibility of the MWPA Project Coordinator to switch off any ICCP systems, the Contractor shall
verify that the system has indeed been turned off and satisfy themselves that the ICCP system will not
negatively influence the quality of surface preparation, coating application and cure.

4.10 The MWPA Project Coordinator shall also ensure that the ICCP system is switched on no sooner than

seven days after the application of the last coat to surfaces that are normally protected by the ICCP
system.

A2053723 Version Number 4
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Persons qualified as NACE/AMPP Certified Coating Inspectors (Level 2) or equivalent, should be
nominated by the Contractor as their Quality Assurance officer for the works. Refer to Sections 15.3 and
15.4 of this Guideline for the requirements of the Coating Inspector and its authorities.

The Contractor must organise a Kick-off Meeting before any work is started on a coating application
contract. See Section 15.9 for the agenda of a kick-off meeting.

Reference Specifications and Standards

The Contractor must comply with the most current editions of the Work Health and Safety Act (WA),
Mines Safety and Inspection Regulations, all applicable Australian Standards, the Principal’s and other
Specifications and standards nominated herein or otherwise applicable. This can include the
manufacturers’ recommendations whether expressly included in the Agreement or not, and all other
specified requirements detailing the methods and standards to be employed in carrying out the Works,
as detailed in this section or elsewhere in the Agreement.

Various standards or other documents that are mentioned by short-form names elsewhere in this
Guideline are fully identified below. If there is a conflict between this Guideline and a referenced
document or local building code, the more stringent requirement shall govern unless specifically
approved otherwise by the Principal. Materials and procedures shall comply with the requirements of
the editions and amendments of the standards as noted below.

Unless noted otherwise, all works shall be performed in accordance with the latest version of the
relevant Australian Standard, or International Standard in the absence of an Australian Standard,
including those listed below.

Reference Standards using the most recent revisions are to be used as follows.

Table 4 — Reference Standards Table 1

References Directly Referenced in this Document

Standard Description
AS 1627 Metal Finishing — Preparation and Pre-Treatment of Surfaces
AS 1940 The Storage and Handling of Flammable and Combustible Liquids.
AS 2312 Protection of Steel Against Atmospheric Corrosion by The Use of Protective Coatings
AS 2812 Welding, Cutting and Brazing of Metals — Glossary of Terms
AS 3894 Site Testing of Protective Coatings
AS 3894.4 Site Testing of Protective Coatings — Assessment of degree of cure
AS 4680 Hot-Dip Galvanised (Zinc) Coatings on Fabricated Ferrous Articles
ISO 9001 Quality Management Systems Requirements
Preparation of Steel Substrates Before Application of Paints and Related Products — Visual
I1SO 8501-1 .
Assessment of Surface Cleanliness
Preparation of steel substrates before application of paints and related products — Part 3:
ISO 8501-3 . . . .
Preparation grades of welds, edges and other areas with surface imperfections
ASTM 380 Standard Practice for Cleaning, Descaling, And Passivation of Stainless-Steel Parts, Equipment,
And Systems
A2053723
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References Directly Referenced in this Document

ASTM D4285 Standard Test Method for Indicating Oil or Water in Compressed Air

ASTM D4414 - 95 | Standard Practice for Measurement of Wet Film Thickness by Notch Gages

ASTM 4541-09 Standard Test Method for Pull-off Strength of Coatings Using Portable Adhesion Testers.

D5064-16a Standard Practice for Conducting a Patch Test to Access Coating Compatibility.
SSPC -SP1 Standard for Solvent Cleaning

1SO8501-1 ST2 .

and ST3 Standards for hand- and power-tool cleaning

;V;l%E 2/35PC- Standard for Near-White Metal Blast Cleaning

Preparation of steel substrates before application of paints and related products - test methods
ISO 11127-6 for non-metallic blast-cleaning abrasives - part 6: determination of water-soluble contaminants
by conductivity measurement.

NACE WJ-2/

SSPCSP WJ-2 Waterjet cleaning of metals — Very thorough cleaning (WJ-2)

Reference Regulations as follows.
° National Construction Code (NCC)

° Work Health and Safety (National Uniform Legislation) Act Chapter 10 of the Mines Work Health and Safety
(National Uniform Legislation) Regulations

° Occupational Safety and Health Act
° Occupational Safety and Health Regulation

° Dangerous Goods Safety Act

° Dangerous Goods Safety Regulations
° Transport of Dangerous Goods by Road and Rail (National Uniform Legislation) Act
° Transport of Dangerous Goods by Road and Rail (National Uniform Legislation) Regulations

° Australian Dangerous Goods Code 7th Edition

° Mine Safety and Inspection Act

° Mine Safety and Inspection Regulations
° Environmental Protection Act
° Contractor and Worker Requirements (Contractor Handbook) — A summary of the OSH, Environmental and

Security Requirements at Geraldton Port (May 2013)
° AS 1319-1994: Safety Signs for the Occupational Environment
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Material Selection

APPROVED COATING MATERIALS

The Contractor shall ensure that all coating materials used are of the type and quality as described in
this Guideline.

All materials shall be used in accordance with the manufacturer’s recommendations, Specifications,
Technical Data Sheet(s) (TDS) and Material Safety Data Sheet(s) (MSDS).

Material and coating selection shall be confirmed as suitable for service by the Contractor after a site
inspection by the Contractor.

The Contractor may nominate alternative products in their Tender document, with these products to be
specifically recommended by the manufacturer for the service environment to be exposed and/or
conform to the performance requirements stipulated in Section 14.

Any alternative materials proposed by the Contractor which differ from those in Table 6 and Section 14
will need to be approved by the Principal. Any alternative materials proposed will need to confirm
performance, environmental, safety, and other requirements as stipulated by the Principal.

All coating materials shall be supplied in unopened containers, and mixed, thinned, stored and applied
in accordance with the manufacturer’s recommendation. Only thinners and hardeners specified and
manufactured by the coating manufacturer for the nominated coating system must be supplied and
used. Coating products (materials, diluents and cleaning solvents) shall be stored in accordance with the
manufacturer's instructions and AS 1940; Rules for the Storage and Handling of Flammable and
Combustible Liquids.

Coating products shall have properties that meet the relevant Australian Standards for coating products.
The selection criteria for the appropriateness shall be the coating manufacturer’s recommendation and
this Guideline.

All materials for works shall be clearly labelled, containing the following information.
Manufacturer
Chemical or Industrial Name
Date of Manufacture
Batch Number
Permissible Storage Conditions
Shelf Life at Storage Conditions

The Contractor shall submit performance Specifications for the proposed coating systems to the
Principal prior to applying any coatings. The Principal will advise within 14 days of receipt of the
Specifications whether or not the system is suitable.

Samples of the coatings shall be submitted for analysis and tested if and when requested by the
Principal. This shall be at the cost of the Contractor.

The Contractor shall supply all materials necessary for the repair and restoration of the deteriorated
protective coating areas as follows.
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Table 5 — Approved Products and Product Requirements for Use at MWPA

Repair Category Material Type Approved Products for MWPA
Protective Treatments | Coatings Refer to Section 14
Solvents e Solvents to be used shall be limited to only those recommended for each product, as

listed on the manufacturer’s Technical Data Sheet and at the nominated dilution.

e Storage and handling of Solvents shall be carried out with due care and diligence and in
accordance with AS 1940, Rules for the Storage and Handling of Flammable and
Combustible Liquids.

e  Material Safety Data Sheets (MSDS) shall always be available for review during the
transport, storage and application of materials.

e The correct use of Personal Protective Equipment (PPE) shall be employed during the
handling, preparation, and application of solvent products as per the MSDS.

e  Solvents must be used, removed or disposed of in accordance with MWPA’s
Environmental Protection Policy.

6.1.12  All materials used for the specific protective coating system being applied shall be products supplied
by one manufacturer.

6.1.13  The Contractor shall monitor the expiry dates of all materials. Expired material shall not be used and
shall be removed from the site immediately.

6.1.14 The Contractor shall have a hazardous material / waste management plan in place which, as a minimum,
covers SDS / MSDS, MWPA’s and regional / national environmental protection policy requirements.

6.1.15 The Contractor shall seek a Certificate of Suitability from the coating manufacturer regarding resistance
to cathodic disbondment for all coating materials to be used along with a sacrificial or impressed current
cathodic protection system.

6.2 BLAST ABBRASIVES (GARNET)

6.2.1 Only new and contaminant free abrasives of a grade suitable to achieve the required surface profile on
steel must be used. All abrasives supplied to the site or shop must be accompanied by a certificate from
the supplier stating that the residual contamination levels result in conductivity of less than 25 mS/m.

6.2.2 Spent abrasives must not be re-used.

6.2.3 Abrasive media must not contain free silica or traces of heavy metals. The presence of chloride
contamination in blast abrasive must be assessed in accordance with I1ISO 11127-6. Abrasives causing
discolouration when washed in potable water must be rejected.

6.2.4 The Contractor must select an abrasive of the correct type and grade in order to create a surface profile
that is within the specified surface profile / roughness parameters.

6.2.5 Blast medium material test certificates must be retained and included in the final MDR.
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Table 6 — Approved Abrasives and Their Requirements for Use at MWPA

Repair Category Material
Type
Abrasive Blasting Garnet

Approved Products for MWPA

An appropriate grade of GMA Garnet or equivalent, can be used for
abrasive blasting. GMA ToughBlast and Premium Blast garnet or an
approved alternative, would be suitable.

Site abrasive blasting shall only be performed using garnet abrasive free of
silica. Garnet abrasive shall be free of salts and shall contain no more than
50 ppm soluble salts, moisture and any other contaminants likely to be
detrimental to the treated steel surface strictly as per AS 3894.6.

Abrasives shall conform to NACE 2/SP-10 and I1SO 11127 and shall be free
from oil, grease, moisture and salts.
Use of abrasives containing the following shall not be allowed:

a)
b)

c)

Materials containing more than 2% crystalline silicon dioxide;
Materials containing radioactive substances as stated in the
Radioactive Substance Regulation 1961 or the Health (Radioactive
Substances) Regulation 1994;

Materials containing more than;

- 0.1% antimony

- 0.1% arsenic

- 0.1% beryllium

- 0.1% cadmium

- 0.5% chromium

- 0.5% cobalt

-0.1% lead

- 0.5% nickel

River sand, Silica sand and other materials potentially containing
unbound crystalline silica including copper slag shall not be used.
Quartz rock dust

Diatomaceous earth (pool filter material)

Clay particles

7.1
7.1.1

7.1.2

7.1.3

A2053723

Pre-Commencement Works

STANDARD REQUIREMENTS

Prior to commencing any work, the Contractor shall arrange a kick-off meeting with the Principal to
establish agreements on points mentioned in Sections 15.9 and 16.7 of this Guideline.

The extent and actual area to be repaired or refurbished shall be determined and agreed upon on site
after inspection by the Contractor and the Principal. This area shall be marked out with paint and
recorded photographically and in writing (Scope of Work). The areas may be adjusted by the Principal as
work proceeds according to the conditions found.

Before any repair or refurbishment, it is essential to check the structural stability of damaged and/or
corroded components and ensure that all necessary safety measures are first identified and resolved.
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7.1.4 The Contractor shall not commence works without an approved MWPA Scope of Work. The Contractor
is responsible for requesting all documentation that is required to carry out the works. Documentation
includes, but is not limited to:

° MWPA Scope of Work

° Inspection and Test Plan for the works
° Specifications

° Drawings

o Technical Standards

° Permits

7.1.5 Sufficient barricading to mitigate all risks to as low as reasonably practicable (ALARP) is the responsibility
of the Contractor and needs to be carefully managed throughout the works to ensure that it does not
interfere with MWPA operations. The Contractor shall make inquiries into working schedules and inform
crew supervisors of the works being undertaken in their respective areas. Information tags should be
used to ensure that operations do not inadvertently cause any damage or impairment to the works.
Barricading shall be inspected at the start and upon completion of every shift to ensure that it is fit for
purpose and has accounted for any change in the situation.

7.1.6 All preparatory works required to undertake the job are the Contractor’s responsibility to organise. Any
site-based tasks that are necessary, need to be requested at least two weeks before works are to
commence. Failure to give the Principal sufficient time to organise any preparatory works may result in
delays to the work program. These items include, but are not limited to:

° removal of electrical items;

° removal of mechanical items;

° removal of instrumentation;

° supply of amenities;

° traffic management;

° Isolations;

° Excavation / dig permits;

° designation of lay down areas;

° supply of crib and toilet facilities; and

° supply of rubbish skip bins for spent abrasive and painting debris.

7.1.7 Protective ‘Aqua Crete’ (or similar) temporary bunding shall be built to a height as required to protect
the work area. These shall be constructed in areas that regularly flood or are likely to flood, for example,
bund areas.
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7.1.8 Third party preparatory works including (but not limited to):

° cleaning;

° encapsulation;

° access;

° mechanical works;

° electrical works; and
° civil works.

8 Surface Preparation

8.1 SURFACE DEFECTS

8.1.1 Typical

8.1.1.1 The Contractor shall inspect all exposed surfaces for defects and report any such findings to the Principal
for evaluation. Defects shall include cracks, delamination, any pitting on the steel section, holes,
crevices, and the like. The repair of defects shall be classified as a Hold Point on the Inspection and Test
Plan provided by the Contractor for the works. Works shall not proceed past the Hold Point until the
Principal has inspected and approved the repair.

8.1.1.2 Any defects that are deemed to affect the structural integrity of the works shall be repaired as directed
by the Principal. Any defects that are not structurally detrimental shall be filled with a solvent-free
epoxy filler as approved by the coating manufacturer and the Principal. Repairs of this nature shall be
carried out after the abrasive blasting and any priming is complete.

8.1.1.3 Defect repairs that are identified as part of the blasting and coating works shall constitute a variation at
the Principal’s discretion. A variation request shall be provided within 24 hours to the Principal for
approval.

8.1.2 Fabrication

8.1.2.1 Prior to commencing the surface preparation, fabrication defects shall be identified and rectified as

follows.

° Temporary welded attachment points shall be ground to produce a smooth surface or curved edge.

° All sharp edges shall be ground to a minimum 2mm radius.

° Weld spatter and weld slag shall be removed.

° Any surface laminations shall be ground out and the affected area retreated.

° Any craters or pinholes in the weld or at heat affected zones need to be filled with weld (if weld
repair is not possible, seal the pinhole, craters or voids in the weld with epoxy sealant after coating
application)

° Gaps and crevices shall be sealed with a suitable elastomeric sealant.

8.1.2.2 Upon completion of all fabrication work and prior to any surface preparation, all surfaces shall be
finished and dressed in accordance with the finishing standards from Table 1 in ISO 8501-3:2006 as per
below, depending on the environment in which the coating system will be exposed.
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Table 7 — Steel Preparation Guide as Per ISO 8501-3:2006*

Steel Preparation Grade

Nominated Protective Coating System for: | Weld Spatter Welds Edges General Surfaces
Steel in dry service P3 P2 P3 P2
Steel in immersion service P3 P3 P3 P3
Steel in high temperature service P3 P2 P3 P3
Steel to be hot dip galvanised P3 P2 P2 P2

*Note: BS EN ISO 8501-3:2006 describes preparation grades of welds, cut edges and other areas, on steel surfaces
with imperfections to make the steel surfaces suitable for the application of coatings. Three preparation grades
are described, with illustrated examples of relevant imperfections, as:

° P1- Light Preparation
° P2 - Thorough Preparation
° P3 - Very Thorough Preparation

8.1.2.3 Preparation of steelwork as per the table above is primarily the responsibility of the maintenance
Contractor / fabricator. The Contractor / steel fabricator shall prepare the steel prior to shipment to the
blasting and painting facilities.

8.1.2.4 Upon the arrival of steelwork at the designated blasting and coating yard, the Contractor must inspect
the steelwork and be satisfied that the steel has been finished and dressed in accordance with the
surface preparation grades in ISO 8501-3. Any observed defects are to be immediately reported to the
Principal.

8.1.2.5 Ifrequired, the Principal shall make arrangements between the steel fabricator and the coating
applicator for the repair of surface imperfections that are detected during the inspection of incoming
new fabrications and imperfections that are exposed after abrasive blast cleaning. Particular attention
must be paid to the welded surfaces, edge radius and general surface condition.

8.1.2.6 All transport of all items shall be as per Section 16.6 of this Guideline and MWPA Transport Specification
to minimise any damage to coating systems, or others.

8.1.3 Weld Surface Irregularities

8.1.3.1 Where weld surface irregularities will impair the integrity of the protective coating system, they shall be
ground out and/or re-welded. The defects which are accepted as per the welding standard used, but
detrimental to coating integrity shall be repaired / removed (for example, surface pores acceptable as
per welding standards could be detrimental to coating performance).

8.1.3.2 For new steelwork, this is primarily the responsibility of the steel fabricator, however, for existing
steelwork, substrate defects may only be revealed after abrasive blast cleaning. If these defects are
detected after abrasive blast cleaning, the Contractor shall notify the MWPA representative and request
direction on how to proceed.
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Such defects (refer to AS 2812) may include, but not be limited to, the following.
Crater pipes and crater cracks
Blowholes
Surface pores
Slag inclusions
Undercut
Weld splatter

Sharp edges
SUBSTRATE SURFACES

Typical
All steel surfaces shall be cleaned in accordance with the procedure outlined in the standards related to
protective coatings. The method preferred within the series is the standard AS1627.9 or ISO 8501-1
Sa2.5 or higher level if recommended by the paint manufacturer to clean and generate an angular
surface profile of the required blast profile.

Prior to the commencement of surface preparation, the Contractor shall nominate each section of a
structure or batch of structural elements that are to be treated separately as one work lot. The surface
preparation requirements apply to each work lot. If an entire structure can be blast cleaned and made
dust free in one continuous operation, the entire structure may (for the purposes of QA/QC) be
regarded as one work lot. If a structure is treated in two or more separate stages and surface
preparation and (partial) application of the coating system is carried out to the individual sections of a
structure, each section is to be regarded as a separate work lot.

Surface preparation shall only be carried out by workers who are approved by the Principal. If requested
by the Principal, sample reference panels (0.6m x 0.6m minimum) exhibiting the required blast shall be
provided to demonstrate conformance in accordance with this Guideline and to provide a standard to
be used for future reference throughout the project works. The surface of the reference panels shall be
protected by a clear lacquer.

The surface shall be cleaned using one or more methods stated in Section 8.3 of this Guideline. The
surface profile shall be checked for suitability using a Replica Tape or equivalent comparison method as
outlined in Section 9.2 of this Guideline.

An abrasive blast cleaned surface shall not be left uncoated for more than four hours to avoid surface
corrosion forming (flashing off). In the event that the protective coating cannot be applied within the
required time, or surface corrosion (flashing off) has occurred, the surface shall be whip blasted prior to
the protective coating is applied.

Galvanised Steel Surfaces

Newly galvanised surfaces to be coated must be degreased and high pressure cleaned. The existing
contaminated galvanised surface can be additionally solvent clean as per SSPC-SP1 to remove oil,
grease, soluble salt, and the like.




8.2.2.2

8.2.2.3

8.2.2.4
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All surfaces must subsequently be abrasive whip blasted at low pressure with a fine mineral abrasive to
impart a uniform and evenly distributed roughness pattern to the substrate. Whip blasting must not
destroy or penetrate the galvanising layer and any rough or flaking galvanising must be sanded smooth
prior to the application of the coating.

Whip blast surface to remove contamination and impart surface profile as per Section 9.2, or a suitable
surface finish for the coating to adhere to as per manufacturers recommendation.

Whip blast on the galvanised surface shall be performed as per Section 8.3.5 (whip blasting) of this
Guideline.

All surface defects must be removed prior to coating galvanised surface. Any damaged galvanised
surface including edges shall be smoothened / pressed against the surface with hand / power tools prior
to coating application for a smooth transition of coating over it.

Coated Surfaces

Existing coated surfaces that are damaged in any way or work involving the maintenance of existing
coatings, shall be prepared as per Section 8 and coated as per Section 10 of this Guideline.

The Contractor shall seek verification, in writing from the product manufacturer, of compatibility of the
nominated system over the existing protective treatment for the nominated warranty period, if any. If
product manufacturer verification is not forthcoming, compatibility between the existing and nominated
system shall be verified by using existing records or by testing based on:

ASTM D5064-16a: Standard Practice for Conducting a Patch Test to Access Coating Compatibility.

ASTM D4541-09: Standard Test Method for Pull-off Strength of Coatings Using Portable Adhesion
Testers or equivalent method to be used.

If pre-existing coating systems are compatible with the specified maintenance coating, complete
removal of existing coating may not be required. If the existing coatings are well adhered to and intact,
they may be considered aged and compatibility testing from Item ‘b’ above is recommended.

If coating system compatibility cannot be achieved to the satisfaction of the Principal, then the existing
coating shall be completely removed in accordance with this Guideline.

If more than 20%-30% of the surface area is breaking down and requiring surface preparation, then
complete removal of existing coating may be more cost effective.

If pre-existing coating systems are compatible, cleaning of the existing coated area shall be with the use
of spot blasting, whip blasting, hand cleaning, power tool cleaning or solvent cleaning to remove all
existing contaminants prior to over-coating with the new systems in accordance with NACE standards.

Remedial coating shall overlap the surrounding sound coating by 100 mm minimum and be taped off to
provide a square edge. 100 mm transition between new and existing coating shall be free from oil,
grease, dust, dirt, debris lose coating / contamination and the like. Perform feather edging between two
coats for a smooth transition.

No masking or traces of masking shall remain stuck under the overlapped coating.

Damage to coatings on proprietary equipment shall be repaired in accordance with the directions of the
manufacturer of the equipment.
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Note:
° When applying maintenance coatings over pre-existing coatings; surface tolerant products are preferable.
° Ensure the coating system has been ratified as fit for overcoating (compatibility of coating systems) by the

manufacturer and applicator of the coating system.

824 Concrete Surfaces
Concrete surfaces to be coated shall be as follows.

° Cured to a minimum of 80% of final strength, or allowed to cure for a minimum of 28 days at temperatures
above 21°C.
° Have a moisture content within the range of 3%-8%, as measured by hygrometer or electrical resistance,

unless approved in writing by the coating manufacturer.

° Free of chemical additives or hardening agents that could interfere with the adhesion of the coating to the
concrete, and concrete should not have been treated with sealing agents or dust suppressing agents that
contain silanes, silicones or silicates. Otherwise, resultant surface residues shall be fully removed as part of
the surface preparation procedures prior to coating.

° Free of contamination by hydrocarbons such as oil, grease, form oils and the like. If required, shall be
cleaned with a biodegradable oil-emulsifying degreasing solution. Cleaning solutions shall be fully removed
as part of the surface preparation procedures prior to coating.

° Dry surface preparation methods that leave the surface roughened and with a profile are preferred.

° The preferred method of surface preparation for concrete elements is by fully enclosed ‘Blast Track’
cleaning or where a Blast Track unit can’t be used, a Rotational Head Diamond Grinding unit can be
considered.

° Dry abrasive blasting or ‘brush blasting’ is generally used to prepare concrete surfaces when Blast

Track or Diamond Grinding methods cannot be used. It is suitable for both external concrete surfaces
and also for indoor floor or wall surface preparation provided the spent abrasive is captured and
contained and produced abrasive and concrete dust is extracted outside the work area.

° Edges, corners and areas not easily accessible should be prepared by hand scabbling, machine
grinding or by any other surface preparation method approved by the coating manufacturer.

As it is low in dust, the Blast Track unit uses steel shot or steel grit as the abrasive media and vacuum recovery to
collect the abrasive to achieve a suitable level of surface preparation for coating adhesion.

Surfaces to be coated should be dry abrasive blast cleaned to remove surface laitance and impart a surface profile
as per the coating manufacturer’s minimum requirements for the specified coating system.

High pressure water cleaning (34 to 70 MPa) is also suitable for the preparation of concrete surfaces where the
coating system will tolerate a lower surface profile and where the surface preparation is only concerned with the
removal of unbound cement fines, laitance and when it is used to open up ‘bug holes’ in the surface of off-form
concrete. High pressure water jetting (70 to 170MPa) and ultra-high pressure water jetting (>170MPa) can
remove old coatings, all contamination and expose concrete aggregates.

If ‘wet” methods such as water cleaning and jetting are used, the surface must be allowed to dry so that the
moisture content is in the range of three to eight percent before the primer or coating system is applied.
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Areas of the concrete surface that cannot be accessed by the blasting nozzle should be prepared by hand
scabbling, machine grinding, or any other surface preparation method approved by the coating manufacturer, to
achieve a suitable level of surface preparation for coating adhesion.

8.3 SURFACE PREPARATION TYPES

8.3.1 Typical

8.3.1.1 Prior to any surface preparation taking place, all services or items of equipment likely to suffer damage
as a result of surface preparation methods shall be either removed, adequately masked or otherwise
protected. When on site, approval must be obtained from the Principal in relation to the acceptability of
the extent of the removal or masking prior to progressing with the surface preparation.

8.3.1.2 Prior to blasting, surface contaminants such as grease or oil shall be removed using a suitable solvent,
alkaline degreaser or other approved product in accordance with SSPC-SP1, as required.

8.3.1.3 Where it is not possible to prepare a surface in compliance with this Guideline, the Principal shall be
notified in writing.

8.3.1.4 No abrasive blasting shall be carried out if:
° the relative humidity exceeds 80%; or
° the substrate temperature is less than 3°C above the dew point.

8.3.1.5 Surfaces that have been abrasive blasted shall be primed or coated within four hours after completion
of blasting or cleaning or prior to any substrate discolouration occurring.

8.3.1.6 The compressed air used for blasting shall be free from water and oil. Adequate separators and traps
shall be provided in the compressed air lines, and regular purging of the accumulators and traps shall be
performed daily. Compressed air shall be tested twice daily for water and oil entrainment as per ASTM
D4285 - 83 - Standard Test Method for Indicating Oil or Water in Compressed Air. Maintenance and air
quality testing shall be conducted at regular intervals and at least once per day.

8.3.1.7 Inthe event that the surface has been previously coated or is in a corroded state, any defects shall be
rectified on completion of the first abrasive blast, where the surfaces shall be pre-blasted to remove all
corrosion products and/or deteriorated coating areas. Weld defects shall constitute a Hold Point and
shall be brought to the attention of the Principal. The Principal shall review the defects (with the aid of a
suitably qualified person, as required) and shall issue an instruction on how the Contractor shall
proceed.

8.3.1.8 Where there exists a prior coating of inorganic zinc that possesses white stains or zinc corrosion product
as a result of prolonged exposure to environmental conditions, this corrosion product shall be removed
by a method nominated by the coating manufacturer and approved by the Principal.

8.3.1.9 All abrasive blasting equipment shall be correctly fitted with a fail-safe trigger device attached to the
blasting nozzle. Work areas shall be properly delineated by being roped off or isolated and clearly
marked ‘Abrasive Blasting in Progress’.

8.3.1.10 After blasting, all dust and grit shall be blown down / removed from prepared surfaces, pockets and
corners using dry compressed air. Avoid contamination of all surfaces before priming.

8.3.1.11 Abrasive blast cleaning shall cease if these conditions (Paragraph 8.3.1.4 above) are not maintained for
the duration of surface preparation or are unlikely to be maintained until coating application. Where the
dew point or relative humidity conditions are not met in this case, the surface shall be re-blasted.
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Blast cleaning shall only be permitted during daylight hours unless approved or specified by MWPA.
Preliminary blast cleaning (existing coating removal) at night may be permitted by MWPA providing all
surfaces blasted at night are fully inspected and re-blasted to the required standard in daylight.

Spent abrasive media shall be cleaned up and collected at the end of each shift. It shall then be
appropriately stored in a manner to avoid possible contamination of MWPA processes and products.

The Contractor shall be responsible for the protection from the blasting of persons, materials,
equipment and structures in the adjacent areas. Any damage shall be rectified at no cost to MWPA.

Any area that is considered inaccessible for abrasive blasting or effective coating application such as
gaps, voids and inaccessible areas shall be brought to the attention of MWPA as soon as the issue is
identified. The situation shall then be assessed, and appropriate action is taken.

Contamination of abrasive blasted surfaces by spillage, handling or other means shall be removed by re-
blasting and rewashing if necessary.

No spent abrasives or dust shall be left embedded in the substrate prior to coating. The blasted surfaces
shall be completely blown or swept free of dust and spent abrasive media using clean dry air. All blasted
areas inside non-invasive closed sections shall be vacuum cleaned.

Solvent Washing

Surface decontamination is required when refurbishing previously coated or uncoated steelwork that
has been subjected to a corrosive environment or has been contaminated in any way. Contaminants
including scale build up, process residuals and all soluble salts shall be removed by high pressure water
blasting with potable quality water.

All steelwork to be treated shall be detergent washed and high pressure cleaned with clean potable
water in order to remove all loose dirt, salt, oil and grease or any other contamination. Pressure
cleaning shall be conducted at 25 L/min at 3000 psi as a minimum.

Mineral turpentine, kerosene or other oil or paraffin containing solvents shall not be used for the
removal of oil and grease.

No residue of the detergent shall remain on the surface prior to abrasive blast cleaning.

After high pressure cleaning, all surfaces shall have a pH between 6 and 8 when tested with pH indicator
strips.

Remove all grease, oil, dirt, loose scale or dust using a liquid solvent degreaser or alkaline solution in
accordance with SSPC-SP1.

The surface shall be thoroughly dried using clean absorbent rags or dry compressed air.

Hand and Power Tool Cleaning

Hand and power tool cleaning, where required, shall be in accordance with 1S8501-1 ST2 and ST3
respectively.

Impact hand tools shall be used to remove laminated rust, rust scale, loose weld slag, and weld splatter.
Use hand wire brushing, hand abrading, hand scraping or other similar non-impact methods to remove
all loose mill scale, all loose or non-adherent rust and all loose coatings to the specified preparation
grade.
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8.3.3.3 Use rotary, impact power, power wire brushing, power abrading, power impact or power assisted rotary
tools to remove laminated rust or rust scale, weld slag, weld splatter and loose coatings to the specified
preparation grade.

Note:

° Ensure that power tool cleaning does not excessively roughen the surface creating sharp edges, burrs and
ridges.

° Ensure that the residual mill scale is not burnished to a smooth surface which will result in poor coating
adhesion.

° ‘Non-spark’ tools may be necessary for areas subject to fire or explosion hazards.

8.34 Spot Blast
8.3.4.1 When blasting of localised corrosion or deteriorated coating areas is required, the substrate surface
profile of the spot blasted area shall be suitable for the nominated coating system.

8.3.4.2 The perimeter of the spot blasted area starts where the original coating system is soundly adhered and
shall be feathered to a 100 mm width.

8.3.5 Whip Blasting

Whip Blasting of Galvanised Surface

8.3.5.1 The Nozzle during whip blasting shall be angled onto the surface at 30 to 60 degrees to remove only the
zinc compounds and not the zinc metal layer. A standard blasting process uses a 90-degree angle to the

part and would probably remove most of the galvanized coating layer. The abrasive material must be
chosen with care to provide a stripping action without removing excess zinc layers.

8.3.5.2 Whip blasting pressure for zinc should be no greater than 40 PSI. The substrate should be maintained at
a temperature greater than 3° centigrade above the dew point temperature. If the blasting step
removes too much zinc coating, the zinc may be repaired by the process described in ASTM A 780.

8.3.5.3 The whip blasting shall not reduce the original galvanized coating by more than 10um. Over 10 microns
of coating removed indicates an unacceptable blast technique.

Whip Blasting of Other Surfaces

8.3.5.4 After spot blasting, any generally sound coating surface shall be whip blasted to provide an adequate
key for the maintenance coating system being applied.

8.3.5.5 Whip blast cleaning is required when:

° recoating very hard coatings such as epoxies;

° recoating interval is exceeded during the application of the coating system;
° coating hot dip galvanised surfaces; and

° coating stainless steel surfaces.

8.3.6 Dry Abrasive Blasting

8.3.6.1 Dry Abrasive blast cleaning is to be undertaken according to AS 1627.9 Standards until the appropriate
(Class Sa2.5, 3) surface finish is achieved.

8.3.6.2 Blast profile shall be as specified in the nominated MWPA Coating System in Section 14.
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All dry abrasive blasting works to be carried out on site shall be in accordance with the Contractor’s
standard operating procedure for dry abrasive blasting where explicitly approved by the Principal.

Where extensive grinding has followed abrasive blast cleaning, it is necessary to re-blast these dressed
areas to remove all corrosion products.

After dry abrasive blast-cleaning, remove loosely adhering dust, debris and blast-cleaning abrasive from
the surface by suction, by brushing or by use of dry compressed air free of oil and moisture.

Wet Abrasive Cleaning

Wet abrasive blast cleaning is recommended for the effective removal of soluble salts, as traces of these
salts may remain on the surface even after dry blast cleaning to Class 3 standard. The Contractor shall
seek approval from the Principal before selecting wet abrasive cleaning as an option for surface
preparation.

Wet Abrasive blast cleaning is to be undertaken according to AS 1627.4 Standards until the appropriate
(Class Sa2.5, 3) surface finish is achieved.

Wet abrasive blasting performed using a dry blast set up and a pressurised water stream with a ring /
venturi attached to a blast nozzle which then gets mixed with garnet at the nozzle can be considered.
Inorganic zinc silicate shall be avoided for use as a primer or first coat with this process.

After wet abrasive blast-cleaning, wash all surfaces down with fresh water to remove loosely adhering
abrasive and other residues. The water may contain an agreed corrosion inhibitor if approved by the
coating supplier. Compressed air free of oil and moisture or other means (for example heated air) may
then be used to assist in drying the surfaces before the application of paint.

Blast-cleaned surfaces are very reactive and begin to rust or corrode in a very short time, especially after
wet blasting. If a corrosion inhibitor is required for water used in the wet blasting process, it should be
selected after consultation with the paint manufacturer.

Water Jetting

Water Jetting (Ultra high-pressure water blasting) shall only be used to prepare surfaces if it is the
specified surface preparation method. Where water jetting is not specified, written approval from the
Principal will be required.

For the purpose of this standard, Ultra High-Pressure Water Jetting shall be defined as the surface
preparation method whereby a water stream that is pressurised to a minimum of 207 MPa (30,000 psi)
is directed onto a surface in order to remove all existing coatings, corrosion product and contamination
without the use of abrasives, prior to application of protective coatings.

A water jetting safety procedure shall be submitted to and approved by the Principal before work
begins.

All water jetting works are to be carried out in accordance with the Contractor’s Water Jetting Standard
Operating Procedure (SOP) where explicitly approved by the Principal.

Inorganic zinc silicate shall be avoided for use as a primer or first coat with this process.

If a corrosion inhibitor is required for water used in the wet jetting process, it should be selected after
consultation with and approval of the coating manufacturer.
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Surface Testing

SURFACE CLEANLINESS

After cleaning the surface using any surface cleaning method stated in Section 8.3, Minimum surface
cleanliness is to be achieved at level AS 1627.9 or ISO8501-1 Sa2.5 or higher level if recommended by
the paint manufacturer. (Refer to the technical data sheet (TDS) for the coating to be applied). Power
tool cleaned surfaces must meet ISO8501 St3.

For arbitrary purposes, if no agreement can be reached on the acceptance of the prepared surface,
SSPC-VIS5/NACE VIS9 must be referenced for visual comparison.

Where possible, the use of Ultra Violate Light in low light conditions can be considered to detect any oil,
or grease contamination on the substrate.

The surface cleaned by water jetting shall comply with the cleanliness level to NACE WJ2 or
ISO8501-4 Wa 2.5 minimum or higher if recommended by the manufacturer.

SURFACE PROFILE

All blast cleaned surfaces must generally have an average surface profile of 40-80 um. If the first coat in
the system is specified at a DFT of 2300um or the total coating system thickness exceeds 700um, the
average surface profile must be increased to 80-100um.

Galvanised surface should be whip blasted and the surface profile must be an average of 20 um for a
maintenance coating thickness of less than 85 um. If maintenance coating thickness exceeds 85 um, an
average surface profile between 30-50 um shall be achieved.

Surface profile must be measured as per AS 3894.5 method A (Replica tape). If a needle type depth
micrometer is used, AS 3894.5 Method C must be followed. A minimum of two surface profile tests must
be conducted per work lot when replicating tape is used and a minimum of twenty (20) readings must
be obtained when a (digital) needle type surface profile gauge is used. The average of the individual
profile readings is to be regarded as the measured surface profile and this value must be documented.

RESIDUAL CONTAMINATION

The Contractor shall examine the prepared surface, prior to coating application, for the presence of
contamination in accordance with AS 3894.6 Method A. The allowable ranges for contaminants and pH
are:

maximum limit: 3 pg/cm2

30ppm as per AS3894.6

a) Ferrousions (Fe+)

5 pg/cm2
50ppm as per AS3894.6

b) Sodium Chloride (NaCl) maximum limit

c) pH level between 6 and 8

Should these threshold values be exceeded then water washing shall be required until the
contamination levels are acceptable.
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9.3.3 Electronic salt detectors may be used to indicate the presence of water-soluble salts. They will,
however, not quantify the degree of residual salt contamination directly. The conductivity of the test
liquid is therefore measured and the conductivity in micro Siemens (uS) shall be converted to pg/cm2 of
residual total salt contamination by using the relevant formula from ISO 8502-9.

9.3.4 A minimum of two residual soluble salt tests shall be conducted per work lot and the result recorded in
the quality documentation. If soluble salt contamination exceeds the specified maximum, cleaning to
the specified cleanliness standard shall be repeated. This is likely to require freshwater rinsing or high-
pressure cleaning. The Contractor is therefore encouraged to test for soluble salt contamination prior to
final blasting to the specified surface cleanliness.

9.3.5 The frequency of testing shall be as per the following table.

Table 8 — Contaminant Testing Frequency Requirements

Structure / Equipment Testing Requirement

Structural Steel, Pipe Racks and Pipe No less than one test for every 10m? of the surface to be coated,
Supports, Cable Tray Supports or every item, whichever is less.
Vessel Internal Coating No less than one test for every 50m? of the surface to be coated.
Grid Mesh, Stair Treads One representative batch sample as appropriate.
. No less than one test for every 20 linear meters of the surface to
Handrails
be coated.
Galvanised Items One representative batch sample as appropriate.
No less than one test for every 15 linear meters of the surface to
Boot Seal
be coated.
Proprietary Equipment One per item as appropriate.
9.3.6 If contamination levels are found to be high, the Contractor shall continue to clean the surface until an

acceptable contamination level is achieved.

9.3.7 All test results shall be recorded, and a copy submitted to the Principal in accordance with Section 0 —
Quality Management of this Guideline.

9.3.8 Records shall be kept in accordance with Section 0 of this document — Quality Management.
9.4 RESIDUAL DUST

9.4.1 Upon completion of abrasive blast cleaning and removal of the bulk of spent abrasive, all surfaces that
are to be coated must be cleaned by means of blowing down with clean dry compressed air followed by
final vacuum cleaning in order to remove all residual dust and spent abrasive.

9.4.2 Residual dust shall be tested in accordance with AS 3894.6 Method C at a frequency of two tests per
work lot. The location of the test is at the discretion of the Principal. The tests shall return a ‘Rating 1’ or
better for dust sizes 3, 4 and 5.

9.4.3 All access equipment, shrouding and scaffold planks shall be made dust free prior to any coating
application to prevent contamination of freshly painted surfaces.
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10 Coating Application

10.1
10.11

10.1.2

10.1.3

10.1.4

10.1.5

STANDARD REQUIREMENTS

The Contractor shall apply the required protective coating system in accordance with the
manufacturer’s recommendations and Section 14 of this Guideline.

A Quality Control regime in accordance with Section 0 of this Guideline shall be adopted prior to
carrying out the protective treatment works.

The Contractor shall ensure that all MWPA safety requirements, including those in Section 16.2 of this
document, are always adhered to when performing surface preparation and coating application works.

All mating surfaces of friction grip joints shall be left uncoated unless specified to apply with an
approved inorganic zinc silicate for the applicable slip coefficient.

For each new maintenance coating application, masking of adjacent areas of prior coating application
will require. Mask with ‘wire rip’ tape to ensure that a sharp, straight delineation is provided for the
newly applied coating as shown in Figure 2.

Figure 2 — Method of Delineating Coating Extents and Protection

Wire set at edge to provide neat, square delineation

i ired
protective Sheeting as requl

- Coating System " - .

Blasted Steel 100mm Feathered Blast Pull wire tape Additional protection as required, for example,
Plastic sheet
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On completion of the coating work, all the materials used for masking purposes shall be removed. No
masking or traces of masking shall remain stuck under / around the coating.

Finished coating or completion of each coat shall be inclusion free, that is, dirt, dust, debris, garnet, and
the like. The Contractor shall seek permission if they need encapsulation to be done to protect the
coating application.

The Contractor shall protect existing electrical cables and equipment, instrumentation, piping and
mechanical equipment, and the like as necessary prior to surface preparation and during the application
of the protective coating system.

Contamination of products in manufacturing and storage areas by dust or residue from blasting
operations and/or overspray during coating application shall not be permitted.

The Contractor shall take whatever measures are necessary including full encapsulation to segregate the
work area from equipment or stored product.
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SKILL OF APPLICATOR

All aspects of the coating application work must be conducted by qualified (under VOC), experienced
and adequately supervised applicators. The Contractor supervisor as well as the applicator should have
formal trade qualifications such as MSM30216 Certificate Il in surface preparation and coating
application or approved equivalent unless otherwise formally agreed with the Principal (to be
documented at the Kick-off meeting).

LIGHTNING

All work areas must be lit to a minimum of 500 Ix on all surfaces to be treated. This may require the
installation of safe lighting in accordance with local legislation for lighting inside the containment
structure and at entry / exit points.

Lighting must be installed in such a manner that the work area and exit and entry points are brightly lit
in order to allow for safe work and ease of inspection of all surfaces that are being treated.

VENTILATION

Clean dry air must be continuously flowing in the work area during surface preparation, cleaning,
application and curing of the coating system. This may require the installation of forced ventilation
equipment.

Sufficient airflow within the work area must be maintained from the completion of abrasive blast
cleaning to a minimum of 12 hours after the application of the last coat in the coating system. Natural
airflow or the capacity of the ventilation equipment must not exceed a maximum of 10% of the lethal
exposure limit within the work area.

ATMOSPHERIC AND SURFACE CONDITIONS

Humidity, ambient and surface temperature conditions at the time of paint application, and for the
period of curing, shall be in accordance with the paint manufacturer’s material data sheet.

Painting shall not be carried out under the following weather conditions unless otherwise stipulated by
the Manufacturer’s Technical Data Sheet (TDS).

Ambient air temperature is less than 5°C or greater than 40°C.
Relative humidity is less than 5% or greater than 80%.

Prepared surface is not completely dry.

Surface temperature of steel is not between 10- 55°C.

The temperature of the steel is less than 3°C above the dew point.

Paint temperature during mixing, pumping, and spraying exceeds the manufacturer’s
recommendation.

Coating application shall not commence if there is a likelihood of atmospheric and surface conditions
being outside of those specified on the product data sheet within the tack free period specified for the
product.

Coating systems which are capable of being applied outside the limits given shall be subject to the prior
approval of MWPA.




MID WEST SURFACE PREPARATION AND
PORTS PAINTING GUIDELINE

10.5.5 If there s a risk of wind or wind gusts exceeding a moderate breeze (13-17 knots or 20-28 km/h) during
the coating application works, then additional protective measures shall be put in place to avoid the
effects of overspray and airborne contaminants.

10.6 CONTRASTING COLOURS

Each coat in the coating system shall be of a significantly different colour than the previously applied coat in order
to enable the applicator to establish whether the coated surface has been adequately and evenly covered. Each
successive application of the same material shall also be carried out with contrasting colours in cases where the
dry film thickness of a coat in the specified system is to be achieved in multiple applications (for example, when
materials are applied by brush and roller rather than by spray). The colour of the first coat shall be in a colour that
is in contrast with the cleaned substrate. During shutdown activity, if applying paint as a single coat application
then the Contractor shall use colour as per site colour requirement or seek confirmation from the Principal.

10.7 MIXING

10.7.1  All protective coating material shall be thoroughly stirred using a mechanical stirrer to give a
homogeneous mixture before the application. The grade and quantity of thinners used shall only be
according to the manufacturer’s technical data sheet or guidelines.

10.7.2  Once the coating has been mixed, the material is to be completely utilised within the specified pot life.
Induction time shall meet the manufacturers recommendation (if any).

10.7.3  Any thinner required shall only be added in accordance with the manufacturer’s recommendations and
shall be precisely measured (by weight or volume) and recorded in the Quality Control documentation.

10.7.4  Coating materials that have deteriorated due to circumstances such as: past expiry date, livered, gelled,
contamination, and the like, shall not be used.

10.7.5 If a coating material contains heavy or metallic pigments, then a mechanical agitator shall be used to
keep the material in agitation during application to prevent settling, as per the manufacturer’s
requirements. The time and method of agitation shall be as per the manufacturers technical data sheet
for the material.

10.7.6  Where a coating material requires the addition of a catalyst, it shall be added in the correct volumetric
proportions based on the manufacturer’s recommendations. In the event that the pot life limit is
reached, the remaining material shall be discarded, and new material catalysed.

10.7.7  No coating material shall be used in which the resin component has set hard or cannot readily be
reinstated by correct mixing.

10.8 STRIPE COATING

10.8.1 To ensure correct total Dry Film Thickness (DFT) and coverage of the coating, all welds and sharp edges
of the structure or equipment shall be stripe coated (to a minimum of 10 mm on each side of the weld
or the edge).

10.8.2  External corners and edges, welds, nuts and bolts, pitted areas, voids, joints, channels, angles, irregular
or recessed surfaces and all areas inaccessible by spray shall receive a stripe brush coat with the same
material used the for a preceding coat or successive full coat to ensure that these areas have at least the
minimum specified film thickness and to ensure continuity of the coating. It is important that the
coating be worked into the substrate. Stripe coating with thick edges shall be avoided to prevent
cracking.
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The stripe coat shall be allowed to become touch dry prior to coating with the specified following coat.
Thick edges, rundowns caused by stripe coat and any external contamination shall be fixed before the
application of any successive coat.

PRIMING

Abrasive blast cleaned surfaces shall be coated within four hours of the completion of the blasting and cleaning
operations or prior to discolouration of the surface taking place. The first coat shall be applied in accordance with
the manufacturers’ recommendations and to the required Dry Film Thickness (DFT).
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BRUSH APPLICATION
Brush application means the application of the coating system via a suitable brush or roller apparatus.

Coating application by brush shall only be permitted on areas that cannot be satisfactorily applied by
spray and are permitted as per the product technical data sheet, and for stripe coating application.

In brush applications, the brush shall be of a size and style that will permit the proper application of the
coating.

When the coating is brush applied, it shall be performed such that a smooth coat as near uniform in
thickness as possible is achieved.

Paint shall be worked into crevices, corners, welds margins and drilled areas.

If rolling, the rolling direction shall minimise paint joint build up. Edges and areas subject to possible
roller damage shall be brush-painted prior to rolling.

SPRAY APPLICATION

Specifications of the equipment used for the spray application shall be according to the coating
manufacturer’s recommendations and in conformance with the Australian Standard AS 2312.

Spray guns, lines, spray pots and airless pumps shall be kept in clean and good working order.

Conventional spray pots shall be equipped with dual regulators and an air driven agitator and shall only
be used if permissible as per the product technical data sheet. All spray units shall be fitted with fluid
tips, needles and air caps consistent with the coating manufacturer’s recommendations. Also, the air
supply line shall be fitted with efficient and effective oil and moisture separators.

The spray gun, material hose and pressure pot shall all be kept, where possible, at the same elevation.
Also, the lengths of the air hose and material hose shall be kept as short as practically possible.

The applicator should use a wet film thickness gauge throughout the coating application process to
confirm recommended thickness is achieved.

The specified minimum thickness of coating shall be as nominated in Section 14 of this Guideline. The
Principal, or their nominated representative, may check coating thickness using appropriate
instrumentation. If required, the Principal shall direct the Contractor to undertake remedial action.
Refer to Section 11.2 for DFT acceptance criteria.




MID WEST SURFACE PREPARATION AND
PORTS PAINTING GUIDELINE

10.11.7 Each subsequent coating application can only be applied upon the readiness of the preceding coat; that
is, overcoat windows are to be adhered to. Also, if the paint manufacturer’s recommended overcoating
time is exceeded for application of the subsequent coat, the preceding coating shall be whip blasted to
the satisfaction of MWPA before the application. Coatings shall be applied only under the following

conditions.
° The surface has been cleaned and is dry.
° The manufacturer's stated minimum time for recoat has elapsed.
° The manufacturer's stated maximum time for recoat has not elapsed. If the maximum time has

elapsed, then pre-treatment shall be in accordance with the paint manufacturer's recommendations.
° Damaged areas to the preceding coat have been made good in accordance with this Guideline.

10.11.8 A uniform method of application shall be adopted when painting large areas with a suitable overlap
between spray patterns.

10.11.9 Each layer of the finished coats shall be free from oil, grease, dust, dirt, debris, lose coating /
contamination and the like. The use of encapsulation is recommended where required.

10.11.10 During field coating application, coating defects such as sagging are to be avoided specifically when
building higher thickness in one go. Contractor to adopt a suitable and user friendly spray technique to
overcome this issue, such as Wet on Wet spray application. For example, to build 600 um wet thickness,
spray apply 300 um and wait for 10-15minutes before second spray application of 300 um. This will
allow time for the solvent to evaporate and the coating to settle down.

10.12 SEALING OF CREVICES

10.12.1 After application of the last coat and minimum required coating thickness has been achieved, a
recoatable polyurethane sealant such as Sikaflex 11FC or approved equivalent shall be used to seal all
crevices between mating surfaces for example, bolted connections, the interface at base plates and
concrete pad / footing, gaps between concrete substrate and steel structures at wharf / jetty, and the
like.

10.12.2 Application of sealant shall be done in a minimum of 12 hours and a maximum of 48 hours after coating
application. Once the sealant has cured, a single coat of the specified topcoat may be applied to fully
cover the sealant.

10.13 COATING FOR IMMERSED CONDITIONS

10.13.1 Allinternal surfaces of tanks, vessels and other immersed structural steel surfaces which will experience
‘immersed service’ conditions shall be 100% visually inspected as well as 100% DC holiday
(‘Spark/Continuity’) tested, in accordance with AS 3894 Parts 1 or 2 as applicable prior to a return to
service.

10.13.2 Prior to testing, the coating shall be confirmed to be cured in accordance with the procedures detailed
in Table 10 before holiday testing. Coated areas found by continuity testing to have particulate
contamination or continuity defects must be repaired.

10.13.3 If under an immersed cathodic protection system, the selected coatings will need to be confirmed as
resistant to Cathodic Disbondment with evidence of successfully being tested for Cathodic
Disbondment.
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10.14 COATING FOR BOOT SEAL APPLICATION
10.14.1 Observe and record substrate condition, check for sharp edges, burrs, and the like.

10.14.2 Make a termination cut 200mm below the concrete base interface, 5-8mm deep to act as a termination
key on the concrete tank base.

10.14.3 Abrasive blast steel base and 200 — 500mm up from the concrete/steel interface to a 90-micron profile,
Sa 2% surface finish. Abrasive blast concrete for 200mm down on the concrete surface to remove
surface laitance, loose concrete and contaminants.

10.14.4 Mark any areas located requiring repair. Inform the Principal of findings and receive instruction prior to
proceeding.

10.14.5 Mask all areas requiring protection from over-blast and overspray such as compressors, valves and the
like. The hard mask 200mm above steel/concrete interface on the tank wall and 200mm below on the
concrete surface.

10.14.6 Apply Sikaflex 11FC or similar flexible sealant to the crevice/gap between the base plate and concrete
surface.

10.14.7 Apply one coat of approved polyurea / hybrid (compliant with products listed in Section 14 in
accordance with manufacturer’s instructions).

10.14.8 See Figure 3 for a diagram showing the process.

Figure 3 — Boot Seal Diagram

EXTERNAL INTERNAL

STEEL TANK

NEAT, CLEAN, SQUARE, EDGE
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COATING THICKNESS AND
PRIMER AS SPECIFIED

BOND BREAKER EXTENDING 20mm
EITHER SIDE OF STEEL /
CONCRETE INTERFACE TO ENSURE
THAT COATING PRODUCT IS ABLE
TO STRETCH

CONCRETE RING BEAM
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200mm BELOW CONCRETE/STEEL INTERFACE
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11 Coating Inspection

11.1 WET FILM THICKNESS CHECK

11.1.1  There is a direct relationship between dry film thickness and wet film thickness (WFT). The wet film / dry
film ratio is determined by the volume of volatiles in the coating as applied, including permitted thinning
(Refer TDS of a particular product). Measurement of wet film thickness at the time of application is most
appropriate as it permits correction and adjustment of the film by the applicator at the time of
application.

11.1.2  Regular wet film thickness testing (utilising a WFT comb / notch gauge) as per ASTM D4414 - 95 shall be
carried out by the Contractor when applying all coatings.

11.2 DRY FILM THICKNES (DFT) CHECK

11.2.1  The dry film thickness (DFT) of each coat shall be measured as per AS 3894.3 Method B. The inspector
must take a sufficient number of DFT readings to ensure that all areas comply with the DFT
requirements of this standard.

11.2.2  Dry film thickness gauges must be calibrated in accordance with the gauge Manufacturer’s
recommendation using pre-calibrated shims or thickness standards prior to any batch readings.

11.2.3  All areas, where measurements have been obtained that are outside the acceptable DFT parameters,
are to be marked for repair.

11.2.4  Surfaces where the film thickness exceeds the maximum permissible DFT after a single application must
be sanded back.

11.2.5 Areas where the DFT is insufficient and other areas marked for repair (insufficient coverage, poor film
formation, sanded areas, porosity or other discontinuities) must receive an additional application of the
material that was used for the preceding full coat in order to rectify the imperfections.

11.2.6  Dry film thickness (DFT) must be measured in accordance with the following guidelines for arbitrary
purposes. In order for the Contractor to ensure that the acceptance criteria are met, it is anticipated
that the Contractor requires considerably more rigorous checks in order to find non-conforming areas
and have them repaired prior to the invitation of other parties for acceptance of the work during hold
and witness points. These checks include the following.

° Three gauge readings per square meter (m?) of flat surface areas.
° Three gauge readings circumferentially for each lineal meter of pipe and tube (CHS).
° One gauge reading on each flat face at 1m intervals and as close as possible to edges and corners

(within the accurate capability of the gauge).

° Five gauge readings per square meter (m?) but not less than three gauge readings taken at complex
areas (that is, flanges, brackets, baffle attachment and support members).

11.2.7 Additional spot checks are to be taken to verify coating thickness for any area considered necessary by
the person inspecting the work.

11.2.8 Each single gauge reading must be within a lower threshold of 80% of the specified total DFT whilst the
upper threshold of the total DFT is 120% or as outlined by the coating manufacturer.

11.2.9 Forreadings outside the specified tolerances, corrective action will be necessary.
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Measurement and acceptance criteria for the coated surfaces after application of coat in the system
must conform to the 80/20 rule as outlined below where:

at least 80% of all thickness measurements must be greater than, or equal to the specified minimum
DFT, and none of the remaining 20% of readings is below 0.8 x minimum DFT recommended by the
manufacturer. The average of all DFT readings after the final coat must exceed the specified nominal
thickness.

VISUAL INSPECTION

The aesthetic finish of the coated surfaces must be free from excessive runs, sags, bubbling and other
obvious imperfections. The finish must furthermore be free from any inclusions (such as grit, dirt, dust
and insects) as well as pinholes and blisters. Any such imperfections must be repaired as per the coating
manufacturer’s directions and to the satisfaction of the company representative.

Inspection must also cover:

correct colour as per Section 13;

application of stripe coat; and

evidence of coating has been applied and tested according to requirements.
CURING TEST

Curing of each coat is necessary to avoid issues in successive coating applications and performance. The
inspection shall confirm and record the curing of each coat.

A test for Curing can be done by physical touch, and with a nail impression test. If the result is doubtful,
further analysis as per AS3894.4 (assessment of the degree of cure) may need to be performed with
MWPA'’s approval.

COATING CONTINUITY TEST

For items under immersed conditions, continuity testing (holiday testing, pinhole testing) shall be
carried out on 100% of the item’s coated surface area once the coating system is fully cured.

A DC holiday detector shall be used, in accordance with AS 3894.1 Site testing of protective coatings -
Non-conductive coatings - Continuity testing - High voltage, in areas subject to permanent immersion,
and any other time at the Principal’s discretion.

ADHESION TEST

Tanks and Vessels

11.6.1

11.6.2
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For each constructed item to be the coating for immersion conditions, two test reference panels
(approx. 600mm x 600mm x 6mm) shall be prepared by the Contractor for the purpose of verification of
coating system adhesion.

The panels shall be prepared in accordance with the Contractor's proposed Work Procedure and
Inspection and Test Plan and the coating manufacturer’s specifications and coated concurrent with the
coating works for the actual equipment.
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Adhesion testing shall be undertaken on the test panels in accordance with AS 3894.9 Method C; Site
testing of protective coatings, Determination of Adhesion - pull-off testing. This shall be performed in
the presence of a MWPA representative, once the coating system has cured to the satisfaction of the
product manufacturer. The acceptance criteria is a pull off adhesion strength of 4 MPa or greater or as
per the Client’s adhesion strength requirements.

Structural Steelwork

11.6.4

11.6.5

For all other structural steel items, adhesion testing shall be undertaken in accordance with AS 3894.9
Method A; Site testing of protective coatings, Determination of Adhesion — Knife test (Intersecting cut).
The acceptance criteria is an adhesion rating of less than or equal to 1, Adhesion Rating of Coating
(Intersecting Cut) of AS 3894.9 Method A (refer to diagram below).

Adhesion testing can also be undertaken in accordance with AS 3894.9 Method C; Site testing of
protective coatings, Determination of Adhesion - pull-off testing. This shall be performed in the
presence of a MWPA representative, once the coating system has cured to the satisfaction of the
product manufacturer. The acceptance criteria is a pull off adhesion strength of 4 MPa or greater or as
per the Client’s adhesion strength requirements.

12 Repair of Defects

12.1
12.11

12.1.2

12.1.3

12.1.4
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STANDARD REQUIREMENTS

The Contractor must at its own cost rectify or repair all Defects and Deficiencies identified by any
inspections during the works.

On receiving a non-conformance report from the Principal, the Contractor must submit a detailed repair
methodology based on Section 12.3 of this Guideline, within the time frame stipulated on the non-
conformance report, for the Principal’s approval. The Contractor’s submission must contain the
following information.

Quantification of the area to be repaired including measurements, drawings and photographs.
Repair procedure.

Timeline in the form of a Gantt chart.

Inspection and Test Plan (can be modified from original ITP for works).

Cost breakdown including materials, equipment, labour, mobilisation, demobilisation,
accommodation and ancillaries.

Any other items required by the Principal.

Any defects noted in any one coating shall be repaired before the application of any subsequent
coatings.

The following defects may constitute reasons for rejection.
Embedded dust and other contaminants.
Excessive overspray, dry overspray.
Excessive thicknesses, runs or sags, voids, or shadows.

Slow or improper cure time, solvent entrapment, pinholes, mud cracking.
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° Inadequate coverage of the surface, rust bleeding through, blushing, streaking.
° Voids in the coating, blisters.
° Failure to apply protective treatment as required by this Guideline.

12.1.5 Any defects that are repaired shall be reinstated as per the original coating system. The completed
repair shall have the same properties (including colour, thickness and finish) as the specified coating
system.

12.1.6 Any damage to coating exposes steel as a result of inhouse maintenance activity and can be temporarily
repaired using compatible epoxy primer. For example, touch up by epoxy primer using aerosol can or
brush application.

12.2 WARRANTY PERIOD

12.2.1  MWPA Approved Coating Systems in Section 14 have been developed based on AS/NZS 2312 - Guide to
the Protection of Structural Steel against Atmospheric Corrosion by the Use of Protective Coatings and
modified to suit the MWPA environment and with an objective to provide a minimum of 10-15 years to
first major maintenance.

12.2.2  The durability range for these coating systems is ‘Long term - 10 to 15 years’ according to AS2312
Section 1.6, Durability considerations.

12.2.3  Contractors shall warrant their work against premature failure of the coating system for a period no less
than five years.

12.2.4  As part of the final submission the Contractor shall provide an ‘Applicators Warranty’ and a
‘Manufacturer’s Warranty’.

12.2.5 The Contractor shall do all things required to ensure the Manufacturer’s Warranty is not void. If the
Contractor, through the incorrect procedure, omission or negligence fails to receive a Manufacturer’s
Warranty the Contractor shall provide an equivalent warranty.

12.3 REPAIR METHODS

12.3.1 Typical

12.3.1.1 The Principal shall select the appropriate option for repair based on the nature and extent of the defect.
This option will form the basis of the repair and can be modified as necessary to suit the situation.

Table 9 — Repair Methods for Different Types of Repairs

Repair Description of Repair Types Description of Defects

Type
e Hand and Power Tool Repairs e Mechanical damage, chips and cracks, coating
e Minor repairs to coating from Welding / cohesion delamination, weld repairs, grid mesh

1 mechanical damage, and the like banding, handrail repairs, kick plate repairs, nut
e Hard to reach areas and bolt replacements

e Delicate areas

e  Low dry film thicknesses, coating runs

2 o Defects that affect coating surface only )
e  Excessive overspray, dry overspray

e Substrate not exposed during the blast

e  Minor Defects that affect the coating to the e Runs or sags, voids, voids in the coating, pinholes,
3 substrate holidays or breaks, blisters

e  Substrate exposed during the blast
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Repair  Description of Repair Types Description of Defects
Type

e  Major Defects that affect the coating to the * Embedded dust and other contaminants,
4 substrate insufficient cure, solvent entrapment, mud

e Substrate exposed during the blast cracking, excessive thicknesses, blisters

e  Galvanising repair e Low zinc galvanising dry film thickness, mechanical
5 defects, deteriorated galvanising exposing bare
steel

12.3.1.2 All repairs will be in accordance with this Guideline.
12.3.1.3 Pre-works as per Section 7 Pre-commencement works of this Guideline.

12.3.2 Repair Type 1 - Hand and Power Tool Repairs

12.3.2.1 The nominated defective areas shall be thoroughly cleaned by hand or power tool cleaning according to
Section 8.3.3 of this Guideline. The cleaning shall be carried over to sound coating by a minimum of 100
mm according to Section 10.1 of this Guideline.

12.3.2.2 Blowdown and solvent wash prepared area in accordance with Section 8.3 of this Guideline.

12.3.2.3 Mask areas to provide a straight, square, neat edge. The type of masking will be selected on the coating
product and the required Dry Film Thickness (DFT).

12.3.2.4 Brush applies the coating system in accordance with Section 10.10 of this Guideline and product
technical data sheet.

12.3.2.5 Remove masking tape prior to full cure of coating to ensure that cutting away is not necessary for
removal.

12.3.3 Repair Type 2 - Whip Blast Repairs

12.3.3.1 The nominated defective areas shall be thoroughly prepared by whip blasting according to Section 8.3.5
of this Guideline. The preparation shall be carried over to sound coating by a minimum of 100mm
according to Section 10.1 of this Guideline.

12.3.3.2 Blow down the prepared area in accordance with Section 8.3.1.10 of this Guideline.

12.3.3.3 Mask areas to provide a straight, square, neat edge. The type of masking will be selected on the coating
product and the required Dry Film Thickness (DFT).

12.3.3.4 Spray applies the coating system in accordance with Section 10 of this Guideline and product technical
data sheet.

12.3.3.5 Remove masking tape prior to full cure of coating to ensure that cutting away is not necessary for
removal.

12.3.4 Repair Type 3 — Spot Blast Repairs

12.3.4.1 The nominated defective areas shall be thoroughly prepared by spot blasting according to Section 8.3.4
of this Guideline. The preparation shall be carried over to sound coating by a minimum of 100mm
according to Section 10.1 of this Guideline.

12.3.4.2 Blow down the prepared area in accordance with Section 8.3.1.10 of this Guideline.

12.3.4.3 Carry out contamination testing in accordance with Section 9 of this Guideline.
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Mask areas to provide a straight, square, neat edge. The type of masking will be selected on the coating
product and the required Dry Film Thickness (DFT).

Spray apply the coating system in accordance with Section 10.11 of this Guideline.

Remove masking tape prior to full cure of coating to ensure that cutting away is not necessary for
removal.
Repair Type 4 - Full Blast Repair

The nominated defective areas shall be thoroughly prepared by Site Abrasive Blasting according to
Section 8.3.6 of this Guideline. The preparation shall be carried over to sound coating by a minimum of
100mm according to Section 10.1 of this Guideline.

Blow down the prepared area in accordance with Section 8.3.1.10 of this Guideline.
Carry out contamination testing in accordance with Section 9 of this Guideline.

Mask areas to provide a straight, square, neat edge. The type of masking will be selected on the coating
product and the required Dry Film Thickness (DFT).

Spray applies the coating system in accordance with Section 10 of this Guideline.

Remove masking tape prior to full cure of coating to ensure that cutting away is not necessary for
removal.

Repair Type 5 - Repair Damaged Galvanising Using a Coating System
The nominated coating system for the repair of galvanised items is in Section 14 of this Guideline.
The nominated defective areas shall be thoroughly prepared by a Dry Abrasive Blasting according to
Section 8.3.5 of this Guideline or by hand or power tool cleaning according to Section 8.3.3 of this

Guideline. The cleaning shall be carried over to sound coating by a minimum of 100mm according to
Section 10.1 of this Guideline.

Solvent wipe each repair area as per 8.3.2 with a clean cloth until no contamination residue is present
on the cloth, allow to dry.

Brush apply, or spray apply the coating system in accordance with Section 10.10 or 10.11 respectively,
of this Guideline and in accordance with the Product Technical Datasheet.

13 Colour Codes

13.1

13.11
13.1.2
13.1.3

13.1.4
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STANDARD REQUIREMENTS
Paint and area colour scheme shall be confirmed with the Principal prior to project commencement.
Non-metallic piping shall not be painted.

Identifying adhesive, named colour bands shall be applied to all pipes in accordance with the piping
drawings.

The colour bands, with the exception as designated below, shall be located as follows.
At pipe origin and at pipe termination.
At each side of each wall, floor or platform where pipe passes through such.

At the upstream side of all items of equipment, valves, fittings and accessories.




13.1.5
13.1.6

13.1.7
13.1.8
13.1.9

14

14.1
14.1.1

14.1.2
14.1.3
14.1.4

14.1.5

14.1.6

A2053723 Version Number 4
Page 38 of 76

This document is uncontrolled when printed or distributed electronically

MID WEST SURFACE PREPARATION AND
PORTS PAINTING GUIDELINE

Along the pipe run at intervals not greater than 20m.

Exception to this system shall be the following long pipelines which shall be banded upstream of
each pipeline flange or Victaulic joint, or at a maximum interval of 50m, where mechanical joints are
not used.

Tailings Lines
Return Water Lines

The colour bands shall be made from 75mm wide, resilient, self-adhesive, plastic strips. The colour
bands shall be installed at the completion of piping installation.

Prior to the installation of the colour bands the pipe surface shall be free of dirt and other foreign
material. Colour bands shall be approved by the Principal for suitability prior to installation.

The bore line is not required to be colour banded outside the plant.
All stainless steel or stainless sheet steel cladded pipework shall not be painted.

Refer to Appendix 8 - Colour Coding for MWPA approved colour codes.

MWPA Approved Maintenance Coating Systems

STANDARD REQUIREMENTS

This section specifies those areas and items that require a protective coating and the corresponding
coating system.

All coating materials to be used with sacrificial or impressed current cathodic protection systems must
have a certificate of suitability for cathodic disbondment from the coating manufacturer.

Reference is to be made to previous sections within this document for any specific requirements
associated with the application of the coating.

The Contractor shall use the same manufacturer to apply for the complete system (1°, 2"¢ and/or 3™
coat) and no mixing and matching within the coating system is allowed.

Items that have specific requirements and have a separate project specific protective treatment
Specification developed. These include:

internals of all mechanical plant;

pumps;

motors;

chemical storage area internals;

high temperature applications; and

concrete coatings.

Polyurethane topcoats have been given as a recommended option for items such as the following.

Handrails. Ultraviolet light exposure generally causes Epoxy coating systems to chalk unless they are
top coated with Ultraviolet resistant coating such as polyurethanes or acrylics for UV protection.
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° Structural steel in areas of high debris build-up. Due to the low surface roughness, a polyurethane

topcoat will assist in the self-cleaning of the steel, reducing build-up and time of wetness.

MWPA APPROVED COATING SYSTEM MWPACSI
Dry / Occasionally Wet / Coastal-Marine Atmosphere (Above Desk Level)

14.2

Area / Item to be
Coated

Supplier

1%t Coat

DFT (um)

2"d Coat

DFT (um)

Top Coat

DFT (um)

Steelwork, Wharf / International Interzone 954 250 Interzone 954 250 - -
Jetty / Harbour ; © 90 750
structure above deck Jotun Barrier 75 Jotamastic 5 - -
level Hempel Avantguard Epinamel Epinamel
750 75 DTM 985 MIO 150 DTM 985 MIO 150
Dulux Duremax HBE 500 - - - -
SIS e International Interzone 954 250 Interzone 954 250 IGEHENS 75
colour-coded 990
topcoats - -
Jotun Barrier 75 Jotamastic 90 250 Hardtop AX 75
Avantguard Epinamel Hempathane
Hempel 750 s DTM 985 MIO 250 HS 55610 s
Dulux Duremax HBE 500 - - LR 75
HBR
Galvanised Steel International Intergard 269 40 Interzone 954 250 - -
Jotun Penguard 75 Jotamastic 90 125 - -
Special
Hempadur Epinamel Epinamel
Hempel 15553 €0 DTM 985 MIO 150 DTM 985 MIO 150
Dulux Duremax HBE 500 - Weathermax 75
HBR
Handrails colour- . Interthane
e International Interplus 1180 250 990 75 - -
Penguard .
Jotun 75 Jotamastic 90 125 Hardtop AX 75
Express ZP
Avantguard Epinamel Hempathane
Hempel 750 s DTM 985 MIO 250 HS 55610 s
Dulux Duremax HBE 300 - Weathermax 75
HBR
Grating, Floorplate International Interplus 1180 200 Interplus 1180 200 - -
Avantguard Epinamel Epinamel
Hempel 750 s DTM 985 MIO 150 DTM 985 MIO 150
Dulux Duremax HBE 500 - - Weathermax 75
HBR
Boot Seal International Polibrid 2000 - - - =
Jotun Jotamastic 90 200 Jotamastic 90 200 - -
Dulux Durebild STE 125 Flexituff PU1 3000 - -
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Note:

° For maintenance during shutdown and due to time limitations, the coating Contractor may combine two
coating layers for the same product. For example, for ‘Structural steel’ Interzone 954 may be applied in one
coat operation to 500 um with consideration of wet on wet application to build total thickness as per
Sec.10.11.10. It is advised that the Contractor seek confirmation from manufacturer and use suitable
application equipment.

° All blast cleaned surfaces must have an average surface profile of 40-80um or as recommended by
manufacturer. If the first coat in the system is specified at a DFT of >300um or/and the total coating system
thickness exceeds 700um, the average surface profile must be increased to 80-100um.

° The structural components coated for immersion, splash zone and buried service shall be free from holiday
or coating breaks and tested as per Section 11.5.

° Coating system to be applied in accordance with this Guideline and all applicable Australian Standards,
codes and regulations. Contractor to obtain and be intimately familiar with all Technical Data Sheets and
Material Safety Data Sheets before commencing works.

o Contractor to be aware and agree to Section 12.2 Warranty Period of this Guideline before commencing
works.

° The coating systems suggested are based on Australian standard AS2312.

° All surfaces to be coated shall be abrasive blasted in as per Section 8.3.

° Surface preparation to be tested as per Section 9 of this Guideline or as specifically directed by Principal.

° Application of coating to be done as per Section 10 of this Guideline.

° Inspection of coating compliance to be performed as per tests mentioned in Section 11 of this Guideline.

° Any areas of concern are to be formally documented by the applicator and brought to the attention of the

site supervisor prior to the job commencing for visual inspection and re-specification if so required.

° Where possible, the use of alternative material for handrail and gratings are recommended such as,
GRP/FRP — Glass / Fibre Reinforced Plastic (UV Stabilised).

14.3 MWPA APPROVED COATING SYSTEM MWPACS2

Immersed / Buried Environment (Below Deck Level)

Area / Item to be Supplier 1%t Coat DFT (um) 2" Coat DFT (um) Top Coat DFT (um)
Coated
Wharf / Jetty / International Interzone 954 300 Interzone 954 300 - -
Harbour Structure 00 00
below deck level Jotun Jotacote UHB 5 Jotacote UHB 5 - -
Hempadur Hempadur
Multi- Multi-
Hempel Strength GF 400 Strength GF 400 ) i
35870 35870
Dulux Luxepoxy UHB 1500 - - - -
Structural Steel, Pipe | International Interzone 954 300 Interzone 954 300 - -
Jotun Marathon 550 250 Marathon 550 250 - -
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Area / Item to be Supplier 15t Coat DFT (um) 2" Coat DFT (um) Top Coat
Coated
Hempadur Hempadur
Multi- Multi-
AT Strength GF 400 Strength GF 400 : )
35870 35870
Dulux Luxepoxy UHB 1500 - - - -
Handrails (Splash ) Interthane
Zone) International Interplus 1180 250 - - 990 75
Jotun Jotamastic 90 125 Jotamastic 90 125 - -
Epinamel Epinamel Hempathane 75
Hempel DTM 985 MIO 200 DTM 985 MIO 200 HS 55610
Dulux Duremax HBE 500 - Weathermax 75
HBR
(Above Wharf Level) | International Interzone 954 300 Interzone 954 300 - -
Lower +500mm of | jo1,n Marathon 550 250 Marathon 550 250 - -
columns and base
plate Epinamel Epinamel Hempathane 75
Hempel DTM 985 MIO 200 DTM 985 MIO 200 HS 55610
Dulux Duremax HBE 500 - - - -
Note:
° For maintenance during shutdown and due to time limitations, the coating Contractor may combine two

coating layers for the same product. For example, for ‘Structural steel’, Interzone 954 may applied in one
coat operation to 500 um with consideration of wet on wet application to build total thickness as per
Section 10.11.10. It is advised that the Contractor seek confirmation from manufacturer and use suitable
application equipment.

° All blast cleaned surfaces must have an average surface profile of 40-80um or as recommended by
manufacturer. If the first coat in the system is specified at a DFT of >300um or/and the total coating system
thickness exceeds 700um, the average surface profile must be increased to 80-100um.

° The structural components coated for immersion, splash zone and buried service shall be free from holiday
or coating breaks and tested as per Section 11.5.

° Coating system to be applied in accordance with this Guideline and all applicable Australian Standards,
codes and regulations. Contractor to obtain and be intimately familiar all Technical Data Sheets and
Material Safety Data Sheets before commencing works.

° Contractor to be aware and agree to — 12.2 Warranty Period of this Guideline before commencing works.
° The coating systems suggested are based on Australian standard AS2312.

° All surfaces to be coated shall be abrasive blasted in as per Section 8.3.

° Surface preparation to be tested as per Section 9 of this Guideline or as specifically directed by Principal.
° Application of coating to be done as per Section 10 of this Guideline.

° Inspection of coating compliance to be performed as per tests mentioned in Section 11 of this Guideline.
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° Any areas of concern are to be formally documented by the applicator and brought to the attention of the
Site supervisor prior to the job commencing for visual inspection and re-specification if so required.

° Where possible, the use of alternative material for handrail and gratings are recommended such as,
GRP/FRP — Glass / Fibre Reinforced Plastic (UV Stabilised).

14.4 MWPA APPROVED COATING SYSTEM MWPACS3

Difficult to Access Area-Surface Tolerant (Above Wharf Level)

Area / Item to be Supplier 1%t Coat DFT (um) 2" Coat DFT (um) Top Coat DFT (um)
Coated
Structural Steel International Interzone 954 250 Interzone 954 250 - -
Jotun Jotamastic 90 200 Jotamastic 90 200 Hardtop AX 75
Epinamel Epinamel Hempathane
Hempel DTM 985 200 DTM 985 200 HS 55610 s
Dulux Duremax GFX 500 - - Weathermax 75
HBR
Note:
° For maintenance during shutdown and due to time limitations, the coating Contractor may combine two

coating layers for the same product. For example, for ‘Structural steel’, Interzone 954 may applied in one
coat operation to 500 um with consideration of wet on wet application to build total thickness as per
Section 10.11.10. It is advised that the Contractor seek confirmation from manufacturer and use suitable
application equipment.

° All blast cleaned surfaces must have an average surface profile of 40-80um or as recommended by
manufacturer. If the first coat in the system is specified at a DFT of >300um or/and the total coating system
thickness exceeds 700um, the average surface profile must be increased to 80-100um.

° The structural components coated for immersion, splash zone and buried service shall be free from holiday
or coating breaks and tested as per Section 11.5.

° Coating system to be applied in accordance with this Guideline and all applicable Australian Standards,
codes and regulations. Contractor to obtain and be intimately familiar all Technical Data Sheets and
Material Safety Data Sheets before commencing works.

° Contractor to be aware and agree to — 12.2 Warranty Period of this Guideline before commencing works.
° The coating systems suggested are based on Australian standard AS2312.

° All surfaces to be coated shall be abrasive blasted in as per Section 8.3.

° Surface preparation to be tested as per Section 9 of this Guideline or as specifically directed by Principal.

° Application of coating to be done as per Section 10 of this Guideline.

° Inspection of coating compliance to be performed as per tests mentioned in Section 11 of this Guideline.
° Any areas of concern are to be formally documented by the applicator and brought to the attention of the

Site supervisor prior to the job commencing for visual inspection and re-specification if so required.

° Where possible, the use of alternative material for handrail and gratings are recommended such as,
GRP/FRP — Glass/Fibre Reinforced Plastic (UV Stabilised).
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14.5 MWPA APPROVED COATING SYSTEM MWPACS4
Optional System for High Impact and Abrasion Aera (Deck Level and Below)

Area /ltemtobe  Supplier 1%t Coat DFT (um) 2" Coat DFT (um) Top Coat DFT (um)
Coated
Structural Steel International Interzone 954 300 Interzone 954 300 - -
Jotun Marathon 550 250 Marathon 550 250
Hempel Epinamel 1000 - ; - -
UHB1000
Dulux Flexituff DM8 3000 - - - -
Note:
° For maintenance during shutdown and due to time limitations, the coating Contractor may combine two

coating layers for the same product. For example, for ‘Structural steel’, Interzone 954 may applied in one
coat operation to 500 um with consideration of wet on wet application to build total thickness as per
Section 10.11.10. It is advised that the Contractor seek confirmation from manufacturer and use suitable
application equipment.

° All blast cleaned surfaces must have an average surface profile of 40-80um or as recommended by
manufacturer. If the first coat in the system is specified at a DFT of >300um or/and the total coating system
thickness exceeds 700um, the average surface profile must be increased to 80-100um.

° The structural components coated for immersion, splash zone and buried service shall be free from holiday
or coating breaks and tested as per Section 11.5.

° Coating system to be applied in accordance with this Guideline and all applicable Australian Standards,
codes and regulations. Contractor to obtain and be intimately familiar all Technical Data Sheets and
Material Safety Data Sheets before commencing works.

° Contractor to be aware and agree to — 12.2 Warranty Period of this Guideline before commencing works.
° The coating systems suggested are based on Australian standard AS2312.

° All surfaces to be coated shall be abrasive blasted in as per Section 8.3.

° Surface preparation to be tested as per Section 9 of this Guideline or as specifically directed by Principal.

° Application of coating to be done as per Section 10 of this Guideline.

° Inspection of coating compliance to be performed as per tests mentioned in Section 11 of this Guideline.
° Any areas of concern are to be formally documented by the applicator and brought to the attention of the

Site supervisor prior to the job commencing for visual inspection and re-specification if so required.

° Where possible, the use of alternative material for handrail and gratings are recommended such as,
GRP/FRP — Glass/Fibre Reinforced Plastic (UV Stabilised)

A2053723 Version Number 4
This document is uncontrolled when printed or distributed electronically Page 43 of 76




MID WEST SURFACE PREPARATION AND
PORTS PAINTING GUIDELINE

15 Quality Management

15.1
15.1.1

15.1.2

15.1.3

15.1.4

15.1.5

15.1.6

15.1.7

15.1.8

15.2
15.2.1

15.2.2

15.2.3

A2053723

Version Number 4
This document is uncontrolled when printed or distributed electronically Page 44 of 76

STANDARD REQUIREMENTS

The Contractor shall be responsible for the quality of the workmanship that shall be carried out in
accordance with this Guideline as well as applicable national and state legislation including health and
safety requirements.

The Contractor must establish and operate a Quality Management Plan containing sufficiently
comprehensive procedures to plan, control and record the quality of the work performed in compliance
with AS 3894,

The Contractor shall develop and implement a Quality Management system for the works in accordance
with the contract quality assurance requirements. The Quality System shall be equivalent to AS/NZ/1SO
9001 ‘Quality Management Systems — Requirements’. The Quality Management System shall be
submitted to the Principal for final approval prior to the commencement of work.

The Contractor shall provide and adhere to Quality Assurance procedures throughout their work. These
procedures shall be approved by the Principal. Where the Principal opts to provide the Quality
Assurance procedure, these procedures shall take precedence.

The Contractor must maintain written records of the work under the Agreement to ensure complete
traceability of all work, materials, inspections, tests and repairs as required by the Inspection and Test
Plan (ITP). The records must be updated by the Contractor on a daily basis and submitted to the
Principal as directed.

Health and safety instructions on the use of the paint products, as printed on the Manufacturer’s data
sheets and on warning labels on the containers, should be fully understood by the Contractor before
any work is undertaken. All necessary protective equipment, clothing or measures shall be provided for
each operator by the Contractor. All material safety data sheets (MSDS) shall be submitted to the
Principal prior to the commencement of work.

All surface preparation, paint preparation and coating application shall be carried out in accordance with
the Manufacturers’ instructions, this Guideline and the relevant Australian standards.

During the daily start meeting, the Contractor is to keep a daily record of planned works for that day and
make it available to the Principal for inspection.

COMPLIANCE INSPECTION AND TESTING

All work governed by this document must be inspected and documented by the Contractor in
accordance with the approved ITP.

All compliance inspections and tests must be based on work lots as agreed during the kick-off meeting.
The Contractor must document all equipment used in the project and all inspection and testing results
in a coating inspection report. Such a document may be the Contractor’s own standard QA
documentation template but must satisfy the requirements of AS 3894.10, .11, .12, .13 and .14 or ISO
12944-8 Annexes | and J, as a minimum.

The Contractor must nominate a staff member to be their designated QA/QC representative. The
Contractor QA/QC representative must ensure that all aspects of this standard have been met prior to
notifying the Principal’s representative or any other QA/QC auditors to test and verify that the work
conforms with this standard.
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The Contractor QA/QC representative must notify the Principal’s representative of any QA/QC testing
scheduled for each work lot in order to verify that acceptance criteria have been met and that the
relevant documentation is completed accurately.

Upon detection of a non-conformance, the Contractor QA/QC representative must immediately notify
the company representative and subsequently submit a written non-conformance report and a proposal
for corrective action that has been approved by the coating manufacturer in writing. No further work in
the work lot location affected by the non-conformance must be permitted until the Principal’s
representative has approved the corrective action.

All compliance testing and reporting must be in accordance with the minimum requirements listed in
the approved Inspection and testing plan unless the Principal’s representative has reason to demand
more rigorous testing in specific work lots.

The Contractor must present all completed QA documents within 24 hours of completion of the work
lot, for verification. A complete treatment record as per Section 9 and 11 including all relevant
documents must be submitted to the company representative within two days upon practical
completion of the works.

The Contractor’s quality system must include sufficient quality records to provide objective quality
evidence that the requirements of the contract have been met. This must include sub-Contractors and
suppliers records relevant to this contract.

MWPA may appoint a certified coating inspector (QA/QC) to observe all application procedures and
perform necessary testing during the coating works. Nevertheless, this arrangement shall not relieve the
Contractor of their own internal quality assurance/quality control responsibilities.

Any inspections performed by the Principal or its nominated representative will not relieve the
Contractor of its responsibility to perform inspections and record inspections and test data in its Quality
Assurance documentation.

The Principal will implement a Quality Assurance inspection program which will include the following.
Provide clear instruction as to the scope of works and battery limits.
Review of Contractor submittals.
Examination and approval of areas prepared for protective coating treatment.
Implementation of a program for in-situ evaluation and testing of possible non-conforming coatings.
Provision of intermittent inspections to monitor coating application works.
Monitoring of the entire program of repair / refurbishment works by the nominated Contractor.
COATING INSPECTOR AND QUALIFICATION

The inspector must immediately notify the Principal’s representative of any non-conformance issues and
keep the Principal’s representative informed of progress and rectification work. If rectification of the
detected non-compliance is not carried out to the satisfaction of the Inspector or the Principal’s
representative, the Inspector must submit a written non-conformance report to the Principal’s
representative and Contractor.

In case of doubt about any aspects of the Contractor’s work or in the absence of relevant guidance in
the standard, the certified Inspector must nominate a suitable standard in consultation with the
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Principal’s representative, the coating manufacturer and the Contractor in order to create clarity on any
such matters.

15.3.3 The Contractor must provide the inspector with safe access to all treated steelwork and all QA/QC
documentation at any time for the duration of the project.

15.3.4 The coating inspector should as a minimum hold the following current qualifications and have at least 5
years of experience after obtaining their inspection qualification.

° AMPP/NACE coating inspector program (CIP) Level 2
° ACA coating inspector Level 2
° SSPC protective coatings inspector (PCI) Level 2
° FROSIO paint inspector level llI
° Or equivalent, as determined by the Principal
15.3.5 The inspector is expected to read and understand this Guideline in its entirety.

15.3.6  The extent of engagement required for the inspector is left to the discretion of the Principal’s
representative and is generally determined based on the size of the project.

15.3.7 Coating Inspector’s Visual Colour Acuity should be verified once a year.
15.4 AUTHORITY OF COATING INSPECTOR

15.4.1 The coating inspector should report to the Principal’s representative and conduct all aspects of their
inspection work in accordance with the AMPP code of professional conduct.

15.4.2 Theinspector is the sole judge of compliance with the standard, the coating manufacturer’s data sheets,
relevant International standards and whether good painting practices in general is being adhered to.
Issues of non-compliance must be addressed by the inspector with the Contractor upon detection. The
Contractor will be given an opportunity to conduct rework within 24 hours in order to meet the
specified criteria.

15.4.3 On completion of the project, the inspector must provide a written statement summarising the extent of
his/her involvement and acceptance that all such work has met the requirements of this Guideline.

15.4.4 The inspector must not undertake the following roles or activities.

° Make changes to the scope of work or standard without the written consent of the Principal’s
representative and the coating manufacturer.

° Give instructions to the Contractor to perform works outside of the standard or the scope of work.

° Tell the Contractor how to do their job. (Note: The inspector’s role is to point out and possibly clarify
the requirements that the Contractor must achieve in order to meet the requirements of standard).

° Assist the Contractor with surface preparation or coating application activities.

° Report non-conformances to the Principal’s representative or the coating manufacturer without
notifying the Contractor that a non-conformance has been detected.

15.5 TESTING EQUIPMENT

15.5.1 The Contractor is at all times responsible for to supply suitably calibrated inspection equipment to fulfill
their QA/QC obligations as outlined in this Guideline.
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15.5.2  The Contractor shall be responsible for the proper calibration, frequency of calibration and functioning
of all testing, measuring and inspection equipment used for the inspection and testing.

15.5.3  All equipment shall have adequate accuracy and precision level and approved by the Principal’s
representative.

15.5.4  The Contractor shall ensure that all inspection and testing equipment are being operated by skilled and
competent personnel.

15.5.5 The Contractor’s quality systems, including its equipment register and all maintenance records, shall be
appropriate to verify the status of any equipment at any time during the contract.

15.6 WORK LOTS

15.6.1 For QC and reporting purposes, each work lot must be defined and agreed upon during the kick-off
meeting. Work lots are defined as a section of the structure or component that can be prepared, dried
and coated in one continuous operation.

15.7 QA AUDITING

15.7.1 The Contractor is always responsible for their own QA/QC testing and documentation and is obliged to
supply suitably qualified and experienced staff and suitably calibrated inspection equipment to fulfill
their QA/QC obligations as outlined herein.

15.7.1  The Contractor shall audit their internal documentation and procedure related to site work for continual
improvement. This audit may include verification of instrument calibration, accuracy, ITP requirements
fulfilled or not, and the like.

15.7.3 A Representative of the Principal may conduct an audit to ensure all work carried out is as per this
Guideline, such as verification of applicators qualification, verify paint mixing process, verify stripe coat
application, verify inspection results.

15.8 TEST METHODS AND FREQUENCY

15.8.1  All testings shall be recorded on the nominated documentation and verified to the approval of the
Principal.

15.8.2  Frequency of testing and inclusion of hold points in the Inspection and Test Plan shall be as follows.

Table 10 — Quality Management Issues with Testing Frequency

Type of Testing Frequency of Testing Reference ‘ Hold Point in ITP

100% of items coated surface area for

Holiday/Continuity Testing | immersed conditions. any other location at | Section 11.5 As required by the

Principal
the Principal’s discretion. P
Determinati Dry Fil
e. ermination of Dry Film As per Section 11.2 of this Guideline Section 11.2
Thickness
Determination of Cure As per Section 11.4 of this Guideline Section 11.4
Yes

Determination of Surface Two tests per work lot as per Section 7.2 of

Profile this Guideline section 7.2

Determination of Residual | Two tests per work lot as per Section 9.3

Contaminants and Dust and 9.4 of this Guideline Section 9.3 and 9.4
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Type of Testing Frequency of Testing Reference ‘ Hold Point in ITP

Contractor to continuously monitor at all
times during coating works. Records of the

steel surface and ambient conditions shall 3894.7 and Section

Determination of Ambient

Deten : 10.5
onaitions be kept every three hours from shift
commencement.
— . . ) A i h
Determination of Adhesion | As per Section 11.6 Section 11.6 et

Principal

15.9 KICK-OFF MEETING

15.9.1 Before starting any maintenance coating works, a kick-off meeting must take place between MWPA, or
their nominated representative and the Contractor responsible for coating work.

15.9.2 The meeting must be arranged by the Contractor and be attended by MWPA, Contractor’s coating
inspector, and a representative from the paint supplier. (Depending on the scale of the project, the
coating manufacturer may not be required however this must be discussed with MWPA and agreed
upon ahead of time).

The kick-off meeting is necessary to establish agreement on the points mentioned in Appendix 7: Points That Can
Be Discussed in Kick-off Meeting.

15.10 INSPECTION AND TEST PLAN

15.10.1 The Contractor must complete an Inspection and Test Plan (ITP) for the works. Works shall not be
authorised to begin without a MWPA approved ITP.

15.10.2 The Contractor must submit a detailed ITP for review and approval with their proposal no later than 1
week before mobilisation to the Site. Failure to give the Principal adequate time for the review of the
ITP document may result in any variations rising from time delays not being accepted.

15.10.3 In the event that the Principal considers the Contractor’s Inspection and Test Plan (ITP) unacceptable,
the Contractor must submit a further revised ITP in the detail and format as directed by the Principal.

15.10.4 The Inspection and Test Plan (ITP) shall include proposed materials, supplies, equipment and crew. In
particular, all spray-painting personnel proposed for use on the project shall be evaluated. Only
personnel approved by the Principal shall be used on the project.

15.10.5 Inspection and testing shall include, but not necessarily be limited to, the following items:

° Quality of surface preparation, that is, class of blast and surface profile.
° Surface Contamination testing, that is, pH, chlorides and soluble iron salts.
° Information on coating material, that is, Technical data sheets verify product Specifications, mixing,

storage, and batch numbers.

° Prevailing weather conditions (relative humidity, ambient temperature, substrate temperature and
dew point) during the surface preparation and application of coating.

° Wet film thickness (if applicable), and final inspection, DFT, degree of cure and DC holiday testing (for
immersed service).

15.10.6 The Contractor must provide not less than two days’ notice to the Principal prior to reaching any point
that would require the Principal’s inspection. Failure to give adequate notice for a Hold Point, as
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stipulated in Section 0, which requires the Principal’s inspection may result in any variations arising from
time delays not being accepted.

During the course of the Works, ‘Hold Points’ nominated in the ITP will be progressively signed off to
acknowledge inspection has been carried out, the results are satisfactory, and authorisation has been
given to proceed. The completed ITP shall form part of the QA hand-over records.

TEST REFERENCE AREAS

Principal is to specify during the kick-off meeting whether or not a test reference is to be used. Small
sections of structure considered to be typical of the steel structure and the intended service conditions
shall be selected to serve as Test Reference Areas (TRA's) for the coating system and shall be prepared
in strict accordance with this Guideline.

The completed TRA's shall be formally acknowledged by the Contractor and verified as conforming in
accordance with the Contractor's approved ITP.

Upon completion of the TRA's, the Contractor's ITP, Inspection Reports, location drawings and photos
relevant to the production of TRA's shall be provided to the Principal, the Supplier and the Contractor in
the event of future disputation or product failure.

Test Reference Areas shall be used to demonstrate the durability of the Approved Coating System in
actual service conditions when applied in accordance with the specified requirements and may be used
to ‘benchmark’ service life in the event the Principal elects to impose a warranty condition upon the
coating works.

TECHNICAL QUERIES

To request a change to, or an exemption from, any mandatory requirement in this document, raise a
query using the Technical Query process.

If this Guideline does not have details on, or is unclear about, a specific subject, raise a technical query
and direct it to the Principal.

Do not start work based on assumptions or guesswork.
IDENTIFICATION AND TRACEABILITY

The Contractor must follow the approved Inspection and testing plan for each work lot based on the
various tasks to be conducted.

The Contractor must ensure that traceability is maintained throughout all documented records under
this contract. All test results where applicable under this contract must be positively identified with their
respective work lot number.

QA DOCUMENTATION - FINAL SUBMISSION

Prior to, and as a condition precedent to the payment of final progress claim and issue of the Certificate
of Practical Completion, the Contractor must submit to the Principal a complete copy of the Contractor’s
records detailing all data required by the Contractor’s Inspection and Test Plan (ITP), together with
signed copies of all QA documentation generated by the Contractor during the work under the
Agreement.

All records must be submitted as a MDR and will comprise of the following records.

All completed coating inspection reports (ITRs) per work lot.
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° All daily painting records as per Appendix 18.1.

° ISO 1461 Certificate of Compliance for hot dip galvanised steelwork.
° All non-compliance reports.
° All records of corrective action (may be recorded in ‘coating inspection report’ or on ‘non-compliance

report’ as appropriate).

° Any correspondence related to the works conducted in each individual work lot.
° Details of the structures coated and type of coatings used.

° All paint and blast medium material test certificates.

° Test reference area report (if required).

° Photograph of test reference area and adhesion pull-off test results (if required).

° Completed and signed off ITP.

° Records of all technical queries and dispensations.
° Coating applicators and Inspectors ID, qualifications and statement of acceptance.
° Kick-off meeting minutes.

16 Monitoring, Evaluation and Review

This document is required to be reviewed every three years from the last scheduled review date.
Minor updates made within this three-year period, will not be taken as a full review.

The Document Custodian is responsible for conducting the review in accordance with Controlled Documents
Review and Approval Process Work Instruction.

Any changes to relevant standards or significant product innovations may trigger early revision of this guideline.

17 Administration

Document Custodian: Structural Engineer

Document Approver: Assets & Engineering Manager
Approval Date: 13 August 2026

Document Review Period: 3yrs

A2053723 Version Number 4
This document is uncontrolled when printed or distributed electronically Page 50 of 76




MID WEST SURFACE PREPARATION AND
PORTS PAINTING GUIDELINE

18 Appendices

18.1

APPENDIX 1 — FIELD INSPECTION AND TESTING SHEETS

Reports are to provide traceability and allow for formal QA/QC records of the project to be retained and
application compliance to be assured. The Test report format shall include but is not limited to the following
information.

Job identification

Name of the project, identity of the equipment or structure and the location of painting.
Quality of surface preparation

Results of surface contaminants tests

Coating material and batch numbers

Environmental conditions

Dry Film Thickness results

Spark testing (DC holiday testing) results

Drying periods observed

Curing of coating

Photographs of various stages of work

A2053723 Version Number 4
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18.1.1 Report Example 1

Report example based on AS 3894.10 Site testing of protective coatings - Inspection report - Daily surface and

ambient conditions.

PROJECT/ITEM NAME/REFERENCE:

ID NUMBER:

DESCRIPTION:

DATE:

SUBSTRATE: APPLICATOR/SUPERVISOR:

WEATHER CONDITIONS [ v

Time

Clear/ | Ower- Ran

Wind

Sunny | Cast Fog Light Mod.

Heavy Showers Light Mod. Strong

0600 or start

0%00

1200

1500

1800

Other

AMBIENT/SURFACE CONDITIONS

: Wet .2 Substrate
Time Air/Dry Bulb Bulb Humidity Temp.
- *C » “C

Dew OK To
Point Substrate Temp. Paint

o (Minus) Dewpoint (Y/N)

0600 or start

Other

SURFACE PREPARATION

Abrasive Blast Surface Rust (A-D):

Comment:

AS1627.4 Blast Finish (eg 5a2):

Profile (um):

Abrasive Type:

Abrasive Grade:

Blasting Environment Chamber [ ], Covered[ ],Open[ ], Intermmal[ ]

Surface Condition at time of Free Of (Y/N): Dust And Spent Abrasive [ ], Oil And Contaminants [ ],
application Flash Rusting [ ], Weld Porosity [ ], Weld Spatter [ ] Weld Slag[ ],
Sharp Edges[ ], Laminations [ ], Burrs[ ]

Time Painted:

Comments

Signed

Printed llame

Date

A2053723 Version Number 4
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18.1.2 Report Example 2

Report example based on AS 3894.12 Site testing of protective coatings - Inspection report — Coating.

PROJECT/ITEM NAME/REFERENCE: ID NUMBER:
DESCRIPTION: DATE:

SUBSTRATE: COATING SPECIFICATION #

SITE WORK AREA CONDITIONS [ ¥ ]

Totally enclosed[ ] Roofed [ ] Fully exposed [ ]

Clean [ ] Dusty [ ] Sealed floor [ ] Well ventilated [ ]
Cramped access [ ] Clear access [ ] Marine, on-shore [ ] Marine, offshore [ ]
Ground level [ ] Height [ ] metres Scaffold required [ ] Hazardous [ ]

TEST EQUIPMENT
TEST REQUIREMENT TYPE/MODEL Calibration Date (vs ref std)
ABRASIVE BLAST STANDARD - AS 1627.4

PROFILE - AS 3894.5

WET FILM THICKNESS - AS 3894.3
DRY FILM THICKNESS - AS 3894.3
DEWPOINT/HUMIDITY - AS 3894.7
ADHESION TESTING - AS 3894.9
HARDNESS - AS 3894.4
CONTINUITY TESTING - AS 3894.1
OTHER

APPLICATION METHOD *

SPRAY EQUIPMENT Model: Gun:
Tip size: Needle: Air cap:
AIR SUPPLY ABRASIVE BLAST CLEANING SPRAY APPLICATION
COMPRESSOR MODEL:
CAPACITY:
AIR PRESSURE: Single pot : Pressure pot :
Double pot : Airless pump :
Blast nozzle: Gun:
Water trap fitted (Y/N): Condenser fitted (V/N): Filter fitted (Y/N):
Comments:
Signed:
Printed Name: Date:

* Application Method: B-Brush, R- Roller, S- conventional spray, A- airless spray
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Report example based on AS 3894.14 Site testing of protective coatings - Inspection report - Daily painting.

A2053723

PROJECT/ITEM NAME/REFERENCE:

ID NUMBER:

DESCRIPTION:

DATE:

SUBSTRATE:

COATING SPECIFICATION #

COATING SYSTEM

157 COAT

2" COAT 3" COAT

4™ COAT

Product

Batch# Part A

Batch# Part B

Colour

Thinner

% Thanner Used

Application Method *

Date and Time of Application

Wet Film Thickness (um)

Dry Film Thickness (um)

Specified

Average

Maximum

Minimum

NHumber of Readings Taken

CURE/FULL DRY [ v ] Method AS 3894.4[ ]

l PASS[ ] l FAIL[ ]

Pass[ ]

Reject [ ] I Repair [ ]

Comments

Signed

Printed Name

Date

* Application Method: B-Brush, R- Roller, S- conventional spray, A- airless spray
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18.1.4 Inspection and Test Plan (ITP) Example
The Contractor is to modify this ITP as they see fit and submit it to the Principal for approval as per Section 15.10 of this Guideline.

ITP MWPA OPERATIONS MID WEST

Inspection and Test Plan APPROVED COATING SYSTEM
MWPACS1 P O RTS
Job Description Key Contacts Coating Contractor Details
ITP No.
Revision

Job Location

Legend
H = Hold Point (Work cannot proceed/continue without MWPA sign off), W = Witness Point (MWPA rep. to witness), I = Inspection Point (QA/QC requirements), M = Ongoing Monitoring

Work o . . P Principal
Scﬁtredule/Task Criteria Quality Documentation Frequency Recorded Rzzzzannsible Contractor Nr;r:s;:zeor
1 ITP Acceptance AS 3894 ITP Prior to any ITP Contractor / H H
MWPA Surface Preparation and Painting | WOrks MWPA and
Guideline Inspector
2 Visual Inspection Observe and record substrate Section 8.1 Prior to any ITP and JHA Supervisor H w
and Equipment condition (check for sharp edges, MWPA Surface Preparation and Painting | €0ating Photographic Evidence
Checks burrs, and the like) Guideline works Daily / .
Conti Inspection Report No.2
Confirm and record workspace Section 18 ontinuous

access, conditions and equipment Equipment

suitability (check for hazards
relating to; working at height,
ventilation and access)
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Work . . . Person Principal or
Schedule/Task Criteria Quality Documentation Frequency Recorded ~eEerEll Contractor Nominee
Pre-blast NACE2/SSPC10 or ISO 8501-1, free MWPA Surface Preparation and Painting Prior to any ITP Supervisor w w
of contamination such as oil, Guideline Section 8.3.2. NACE coating Photographic Evidence
grease and salts No.2/SSPC-SP 10 works
Mask Area Mask all areas requiring protection | MWPA Surface Preparation and Painting Prior to any ITP Supervisor w M
from over-blast and overspray such | Guideline works and
as compressors, valves, and the like | saction 10.1 repairs
Monitor Surface Min ambient Temp above 10°c AS3894.10 Continuous Inspection Report No.1 Supervisor | M
and Ambient Min 3°C above the dew point MWPA Surface Preparation and Painting Surface and Ambient
Conditions ideli i
" Max relative humidity not to Guideline Conditions
exceed 80% Section10.5
Abrasive Blast NACE2/SSPC10 or ISO 8501-1 Sa2.5 | NACE2/SSPC10 or ISO 8501-1 Sa2.5 (near | Continuous Daily inspection report Supervisor w M
(near white metal) minimum of white metal) minimum of 70um surface
70um surface profile profile.
MWPA Surface Preparation and Painting
Guideline
Section 8.3.6
Blast Inspection Class Sa 2.5 with a minimum of NACE2/SSPC10 or ISO 8501-1 Sa2.5 with On Inspection Report No.3 Supervisor/ H H
70um surface profile a minimum of 70um surface profile. completion Coating Inspector
NaCl 5ug/cm? Fe 3ug/cm?, pH 6-8 MWPA Surface Preparation and Painting ET accepted Inspection Report No.1
Guideline ast
Record batch numbers . inspection Surface and Ambient
Section 9 Conditions
NaCl 5ug/cm2, Fe 3gm/cm2, pH 6-8 Daily Inspection Report
Stripe Coat 1° Ensure all edges fasteners, corners MWPA Surface Preparation and Painting Prior to full Daily inspection report Supervisor w M
Coat welds have been coated Guideline coating Photographic evidence
Section10.8 application
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Work . . . Person Principal or
Schedule/Task Criteria Quality Documentation Frequency Recorded ~eEerEll Contractor Nominee
9 Apply 1t Coat 75um DFT minimum MWPA Surface Preparation and Painting Daily inspection report Supervisor w M
Record batch numbers and Guideline
quantity used Section 10.9
10 15t Coat Visual inspection, coating cure and MWPA Surface Preparation and Painting Prior to the Completed coating Supervisor/ H w
Inspection DFT recorded Guideline second coat inspection report inspector
Section 10.8 stripe
coating
11 Stripe Coat 2"¢ Ensure all edges fasteners, corners | MWPA Surface Preparation and Painting Prior to full Daily inspection report Supervisor w M
Coat welds have been coated Guideline coating ‘ Photographic evidence
Section 10.8 application
12 Apply 2" Coat Apply 200um DFT to achieve a total | MWPA Surface Preparation and Painting Prior to full Daily inspection report Supervisor w M
coating system DFT of 275um Guideline coating
Section 10.11 application
13 2" Coat Visual inspection, coating cure and MWPA Surface Preparation and Painting Completed coating Supervisor/ H w
Inspection DFT recorded Guideline inspection report Inspector
Section 11
14 Final Inspection DFT records, daily inspection AS 3894 Completion Report Supervisor/ H H
reports and holiday detection MWPA Surface Preparation and Painting Inspector
report Guideline
Section 18.1
15 Reporting DFT records, daily inspection AS 3894 Completion Report Supervisor H H
reports and holiday detection MWPA Surface Preparation and Painting
report Guideline
Section 18.1
A2053723 Version Number 4
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Work . . . Person Principal or
Schedule/Task Criteria Quality Documentation Frequency Recorded ~eEerEll Contractor Nominee
16 Final Acceptance All documents compiled and MWPA Surface Preparation and Painting ITP Supervisor / H H
presented with the ITP Guideline MWPA
Hard Copy to Client Section 15.14

Soft Copy to Client

Comments and Notes

Note: The inspection and test plan functions must be used as a QA/QC checklist during the inspection of the project.
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APPENDIX 2 - SAFETY

Typical
The Contractor shall ensure that they comply with all statutory regulations, municipal by-laws, and

the like concerning pollution and the health and safety of its personnel and members of the public
who may be affected by the work.

The Contractor shall provide for all necessary safety precautions and risk assessments plus
scaffolding, safety equipment and the like required for the work. The Contractor shall advise the
Principal of all hazardous materials (SDS register) requested to be brought to the site.

Please refer to MWPA Occupational Health and Safety Management Plan for project specific HSE
requirements.

In addition to the safety requirements stated in the General Conditions of Agreement and the
Working at MWPA Policy, the Contractor must also comply with the requirements as detailed herein.

The Contractor will supply accident statistics of its personnel involved in the performance of the
Works to the Principal each month and must notify the Principal immediately in the event of any lost-
time injury incurred during the performance of the Works.

The Contractor must comply with the Principal’s Fit for work Policy, Pre-work Commencement policy.
This includes the requirement to have the appropriate site inductions, drug / alcohol screening and
medical screening consistent with MWPA requirements.

The Contractor must possess the relevant Site-Specific Induction. The Contractor’s personnel must
provide at least one week’s notice to the Principal to book in for an induction. Induction information
for Contractor’s personnel that are already inducted must be supplied to the Principal prior to
commencement of the Works.

The Contractor’s On-Site supervisor must be contactable at all times by mobile phone and or by
radio.

The Contractor must leave any repair site(s) barricaded always taped off, until the works in the area
are complete.

Smoking is prohibited at all times in all the coating material storage areas.

All coating materials including solvents, thinners and the like shall be classed as hazardous materials
and they shall be handled in accordance with AS 1940, the manufacturers’ recommendations and any
other relevant Regulations. The SDS sheets are stored nearby in a visible folder.

The Contractor shall take all the necessary safety precautions such as providing PPE, clothing,
breathing apparatus, barriers, and the like for all workers to ensure that the work is performed
safely.

The Contractor shall have available and provide copies to the Principal of all Hazchem Safety Data
sheets for products used during the works.
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18.2.2 Permits

18.2.2.1 The following applies to Site works required for the execution of the Works.

° Permit to Work (The Contractor must obtain and maintain at all times).

° Hot work permits (The Contractor must obtain and maintain at all times).

° Isolations, including Hand Over and Hand Back Permits (and authorised tagging as required).
° Excavation permits, as and when required.

° Working at heights, as and when required.

° Confined space entry, as and when required.

18.2.3 Toolbox Meetings

18.2.3.1 Toolbox meetings must be held at the commencement of each shift and the activities to be completed
for that shift discussed with particular reference to safety.

18.2.3.2 Toolbox meetings must be recorded and a copy of the minutes provided to the Principal or its
nominated representative before the end of the shift.

18.2.4 Job Hazard Analysis

18.2.4.1 Job Hazard Analysis (JHA) sheets must be completed for all tasks on Site and submitted to a Section 44
certified worker for approval prior to commencement of the Works.

18.2.5 Tickets and Licences

18.2.5.1 The Contractor must provide evidence of current nationally recognised training for any Worker required
to perform the following tasks on Site.

° Working at heights

° Entry into confined space

° Use of overhead gantry cranes

° Use of non-earthmoving vehicles such as forklifts and elevated work platforms.

° All tickets and/or licenses must display that the training is current Nationally Accredited and has

been provided by an authorised provider.

18.2.5.2 The Contractor must provide the Principal or its nominated representative a copy of all tickets and
licenses prior to the commencement of Works.

18.2.5.3 Competencies from other sites in this field of work will not be recognised at the Principal’s Site.
18.2.6 Maximum Acceptable Noise Emissions of Equipment

18.2.6.1 The Contractor must identify all equipment that may expose workers to noise exposure levels of
82dB(A) or above over a 12-hour period or a peak noise exposure level of 140dB(Lin).

18.2.6.2 Equipment must be labelled with suitable warning signs stating noise exposure level and minimum class
hearing protection required to operate to reduce exposure level to below 82dB(A).
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18.2.6.3 Where Equipment supplied by the Contractor exceeds the noise exposure standard of 82dB(A) or
140dB(Lin) peak the Principal may direct the Contractor to propose suitable modifications to the
equipment so as to ensure that the necessary requirements are met. The Contractor will not be entitled
to any payment for the delay due to the Principal ordering the modification of equipment pursuant to
this Section.

18.2.6.4 Wherever possible the Contractor must supply Equipment that produces noise exposures below the
action levels stated above.

18.2.6.5 Where Equipment supplied by the Contractor exceeds the noise exposure standards listed above the
Contractor will be required to submit a Noise Management Plan to address the controls implemented to
prevent personnel from exceeding noise exposure standards.

18.2.7 Work Health and Safety

18.2.7.1 All health and safety instructions printed in the manufacturers’ data sheets and warning labels on the
containers of products must be fully understood by the Contractor before any work is started. All
appropriate protective equipment, clothing or measures shall be provided for each operator by the
Contractor at its own cost. Furthermore, all material safety data sheets (MSDS) shall be submitted to
MWPA prior to commencement of work. MSDS sheets must be attached to work packs and be made
available at every job site.

18.2.7.2 Abrasive blasting on site and in plant areas will generate airborne dust that could migrate to areas
occupied by others; should such a situation occur blasting shall be suspended immediately and shall only
be resumed if conditions improve or that appropriate containment measures have been implemented.

18.2.7.3 Epoxy products could cause skin irritation and there is a possibility of irritant contact dermatitis. People
sanding off epoxy products should take extra care and cover up any exposed skin. Barrier creams on the
skin are also a useful extra protection.

18.2.7.4 Products that contain metals such as zinc should be treated with a little more caution than ordinary
paints as the metal dust, if it enters the bloodstream, can cause the same effects as handling the metal
in the raw form. The risk associated with this type of handling is much less than working with the metal
but adequate respiratory equipment should be worn. This may extend to wearing cartridge respirators if
the amount of dust warrants it.

18.2.7.5 In any case, good personal hygiene is also essential, and people should always wash any exposed skin
and change clothing before eating or leaving work.

18.2.7.6 The hazards during welding and cutting are the breakdown products when the painted surface is
heated. The breakdown of coating depends on the temperature of the cutting and welding and, even so,
a myriad of possible chemicals can be formed. Suffice it to say that all are potentially harmful (it should
be noted that any burning of an organic material produces harmful smoke - burning of wood is just as
hazardous as burning paint).

18.2.7.7 When cutting and welding, it is essential to remove the combustion products by having adequate
airflow, or, if this is not possible, by wearing cartridge respirators fitted with a cartridge suitable for both
organic vapour and particulates.

18.2.7.8 Operations in the open air are much safer than indoors. When operating outdoors adequate ventilation
is generally available from the natural breeze. However, if the area is enclosed or it is a particularly still
day, then a cartridge respirator should be worn.
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Environmental Safety

The Principal will appoint a representative (the Environmental Coordinator) to ensure compliance by the
Contractor with all of its obligations under the Working at MWPA Policy pertaining to environmental
matters.

The Contractor must comply with all directions given by the Environmental Coordinator.
Materials containing lead, chromates or coal tar pitches shall not be used on site.
Storage and Mixing Facility

The Contractor shall establish a temporary, product storage and mixing facility at a location specified by
the Principal, near to the work area.

If necessary, a cool room shall be provided for the storage of paint under suitable environmental
conditions. The facility shall be enclosed by a roof and walls or a fence and shall be bunded to contain
any spillage of materials.

The storage and mixing facility shall be well ventilated, signposted, and the gate secured when not in
use.

A fire extinguisher and Material Safety Data Sheet for all the components shall be provided and made
readily accessible to all personnel working in the area.

Inventory of all contents of the facility shall be kept by the Contractor and is subject to inspection by the
Principal.

Scaffolding and Rigging

Where Scaffolding and Rigging is a Contractor supplied item; the Contractor shall provide and erect
such scaffold and rigging as may be required. Temporary welded support elements shall not be
permitted except where written approval has been granted by the Principal.

All scaffold and rigging shall comply with the requirements of the Occupational Health and Safety and
Welfare Regulations and as specified in the project Occupational Health and Safety Management
Plan document.
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APPENDIX 3 - EXCLUDED SURFACES / ITEMS

There are surfaces / items that may be excluded from the scope and do not require blasting and painting, but
shall be suitably protected, temporarily removed to ensure no overspray or damage occurs. Such items are listed

below.

° Mating surface on a flange or friction grip connections

° Shafts on running equipment

° Threads on adjusting screws

° Nameplates

° Machined surfaces where coating free surfaces are necessary for assembly and dismantling
° Instruments, gauges, valve stems and grease fittings

° Rubber materials other than UV protection of exposed rubber surfaces
° Plastic, glass, and fiberglass-reinforced plastic material

° Cladding

° Electrical cables

° Other architectural finishes

° Compressors, automotive components

° Item that has an existing coating that is to be retained

° Any other specified surfaces
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APPENDIX 4 — OTHER REFEREENCE STANDARDS

Table 11 — Other Reference Standards

Other References Used to Develop This Document

6A192/SSPC-TR 3

Standard Description

AS 1214 Hot-Dip Galvanised Coatings on Threaded Fasteners

AS 1252 High strength steel bolts with associated nuts and washers for structural engineering

AS 1318 Industrial Safety Colour Code

AS 1319 Safety Signs for Occupational Environment

AS 1345 Identification of The Contents of Piping, Conduits and Ducts

ISO 1461 Hot dip galvanised coatings on fabricated iron and steel articles

AS 1554 Structural Steel Welding

AS 1580 Methods of Tests for Paints and Related Materials

AS 1715 Selection, Use and Maintenance of Respiratory Protective Devices

AS 2331 Methods of Test for Metallic and Related Coatings - Method Selection Guide

AS 2700 Colour Standard for General Purposes

AS 3730 Guide to The Properties of Paints for Buildings

AS 3750 Paint for Steel Structures

AS 3990 Mechanical Equipment - Steelwork

AS 4100 Steel Structures

ASTM D4138 Determination of Dry Film Thickness by Destructive Means

AS 4233 High Pressure Water Jetting Systems

ASTM D 6580 Stan.dard test .method.for t.he dete.rmination of metallic zinc content in both zinc dust pigment
and in cured films of zinc-rich coatings

ISO 8503 Preparation of steel substrates before application of paints and related products

1SO 11127-7 Preparation of Steel Substrates Before Application of Paints and Related Products - Test Methods
for Non-Metallic Blast-Cleaning Abrasives - Part 7: Determination of Water-Soluble Chlorides

I1SO 12944 Paints and varnishes - corrosion protection of steel structures by protective paint systems

1SO 14713 Zinc coating-guidelines and recommendations for the protection against corrosion of iron and
steel in structures

NACE Report Dehumidification and temperature control during surface preparation, application, and curing for

coatings / linings of steel tanks, vessels, and other enclosed spaces

NACE SP0508 Methods of validating equivalence to ISO 8502-9 on measurement of the levels of soluble salts
SSPC-SP11 Surface Preparation standard 11. Power tool cleaning to bare metal
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Other References Used to Develop This Document

Standard for Brush-Off Blast Cleaning of Coated and Uncoated Galvanized Steel, Stainless Steels,
SSPC -SP16
and Non-Ferrous Metals
NACE RPO188 Standard practice - discontinuity (holiday) testing of new protective coatings on conductive
substrates
NACE RP0287 Field Measurement of Surface Profile of Abrasive Blast-Cleaned Steel Surfaces Using a Replica
Tape
SSPC -SP2 Standard for Hand Tool Cleaning
SSPC -SP3 Standard for Power Tool Cleaning
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APPENDIX 5 — OTHER STEEL SURFACES

Aluminium Alloy Surface

Coating of aluminium substrates will require the submission of the Contractors own ITP for review
and approval by MWPA prior to work and kick-off meeting. Aluminium surfaces that are specifically
nominated to be coated with a wet applied barrier coating system must be degreased and high
pressure cleaned.

All surfaces must subsequently be wet or dry abrasive blasted with a new and contaminant free non-
metallic abrasives to impart a uniform and evenly distributed surface profile as per coating
manufacturer’s recommendation.

In areas where abrasive blasting is not permitted, mechanical sanding with sandpaper may be
acceptable provided that the imparted roughness pattern is uniformly and evenly distributed to the
satisfaction of the inspector or company representative. The remaining aspects of surface
preparation must be conducted in accordance with Section 8.3.

Coating application on the aluminium surface must be conducted in accordance with Section 10.
Stainless Steel Surfaces

Stainless steel surfaces shall not be coated, unless otherwise shown on the drawings or specifically
requested by the Principal. Where required, the selected protective coating system details shall be
submitted to the Principal for prior written approval.

Stainless steel surfaces shall be passivated in accordance with ASTM 380 — ‘Standard Practice for
Cleaning, Descaling, and Passivation of Stainless-Steel Parts, Equipment, and Systems’.
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18.6 APPENDIX 6 — HANDLING, TRANSPORT AND STORAGE OF COATED ITEMS

° All coated items shall be handled and stored with due care and attention in the best practical way to
preserve the integrity of the coating system.

° Coated items shall not be handled or transported prior to full cure of the coating system in accordance with
the manufacturers’ recommendation, unless otherwise approved by the Principal.

° During transportation, cranage and storage, coated items shall not be stacked directly on the ground.
Ensure items are not stacked on top of other items without protection between touching surfaces.

° During transportation, cranage and storage, the edges of the steelwork must be protected as necessary.
Hessian bags or similar shall be used between coated steelwork and holding down chains and wooden
supports during transportation to prevent damage to the coating.

° Should any damage take place, the damaged areas shall be repaired, as soon as possible, according to the
procedure given in Section 12 of this Guideline at no cost to MWPA.

° Refer to Supplier’s Specification for general instructions relating to packaging and transport.
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APPENDIX 7 — POINTS THAT CAN BE DISCUSSED IN KICK-OFF MEETING

The kick-off meeting is necessary to establish agreement on the following.
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Type of coating used.

Whether or not high strength friction grip coating is being used; this determines the need for independent
certification of slip coefficient for recommended coatings.

Agreement of the coating system, product, and related acceptance criterion.
ITP requirements.

Intervention points and accountabilities within ITP (hold, witness, review, and the like).
Test reference areas agreed.

Coating compatibility testing requirements.

Coating facility and equipment requirements.

Review all MSDS.

Compliance with the use of cathodic protection, if any.

For fieldwork: environmental requirements, encapsulation requirements and work method statements.
Qualification and experience of coating inspector.

Skill level of labour / coating applicator.

Notification period required for the inspector to verify QC as per ITP.
Communication protocol between MWPA, Contractor and Inspector.
Reporting frequencies between Inspector and MWPA.

Availability and adequacy of all QC and inspection equipment.

Technical query process established.

Non-conformance remediation process agreed.

Repair procedure reviewed and agreed upon.

Review of Contractor Inspection and test plan (ITP) format and contents.
Content of MDR agreed.

Edge radius, welded surfaces and general surface requirements.

Blast medium or power tool cleaning performance requirements.

Climate control requirements and methods.

Site specific information.

Principal supply items.
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18.8 APPENDIX 8 - COLOUR CODING

NOTE 2

Sub-Asset - Material Sub-Asset — Colour

Asset / Sub-Asset

Berth Structures

Berth Structures

Above Deck

Deck Reinforced Concrete -

Kerb Reinforced Concrete Y14 Golden Yellow
Fenders Steel / Rubber / Proprietary Fender Systems N35 Light Grey
Bollards Steel N35 Light Grey
Capstans Steel N35 Light Grey
Access Ladders Steel Y14 Golden Yellow
Berth Structures Below Deck

Headstocks Steel N35 Light Grey
Piles? Steel N35 Light Grey
Sub-structure Steel N35 Light Grey
Mooring Piles Steel N35 Light Grey
Dolphins Steel N35 Light Grey

Tug Boat Jetty

Tug Boat Jetty

Above Deck

Walkway

HD Steel Gridmesh

Handrails / Kickplates

HDG Steel

Y14 Golden Yellow

Deck HDG Steel Gridmesh -
Fenders Steel / Timber / Rubber Proprietary Fender System N35 Light Grey
Bollards Steel N35 Light Grey

Access Ladders

Steel / GRP / Marine Grade Stainless Steel

Y14 Golden Yellow

Tug Boat Jetty Below Deck

Substructure Steel N35 Light Grey
Piles? Steel N35 Light Grey
Mooring Piles Steel N35 Light Grey
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Pilot Boat Jetty

Pilot Boat Jetty Above Deck
Deck Timber -
Pilot Boat Jetty Below Deck
Substructure Timber -
Piles Timber / Concrete Jackets -

Access Structures

Access Structures

Atmospheric

Gangways / Brows

Aluminium / Proprietary Access Equipment

Pedestrian Overpass

HDG Steel Gridmesh

Walkways

HDG Steel Gridmesh

Handrails / Kickplates

HDG Steel

Y14 Golden Yellow

Stairs / Landings

HDG Steel Gridmesh / GRP Gridmesh

Ladders

HDG Steel / GRP

Y14 Golden Yellow

Access Structures

Immersed

Ladders

Steel / GRP / Marine Grade Stainless Steel

Y14 Golden Yellow

Navigation Aids

Navigation Aids

Above Waterline

Beacons / Buoys

Steel

Signal Red (Port)
Emerald Green (Starboard)
Leads (N14 White)

Navigation Aids

Below Waterline

Beacons / Buoys

Steel

Building Structures

Building Structures Internal
Structural Elements Steel N35 Light Grey
Building Structures External
Structural Elements Steel N35 Light Grey

Cladding (Roof and
Wall)

Bluescope Proprietary Coating System: Steel /
Zincalume with thin film coating (25um), that is,
Colourbond® / Colourbond Ultra® (0.48 BMT)

Wallaby®
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Materials Handling General

Atmospheric with Potential for Microclimates where Product deposition

Materials Handling
General

Equipment

Ancillary Equipment Steel N35 Light Grey / X15 Orange
Conveyor Structure Steel N35 Light Grey
Conveyor Guard Steel Y14 Golden Yellow
(Protection and the like)

Feeder General Steel N35 Light Grey
Assembly

Hoppers Steel N35 Light Grey
Cable Trays HDG Steel / Aluminium X15 Orange
Materials Handling External

General

Dust Extraction Steel B15 Mid Blue
Equipment

Materials Handling Internal

General

Dust Extraction Steel -

Train Unloader

Atmospheric

Train Unloader

Building Cladding

Bluescope Proprietary Coating System: Steel /
Zincalume with thin film coating (25um), that is,
Colourbond® / Colourbond Ultra® (0.48 BMT)

Wallaby®

Building Superstructure

Steel

N35 Light Grey

Train Unloader

Below Ground Atmospheric with Microclimate (Product Deposition)

(Protection and the like)

Tunnel Reinforced Concrete -
Conveyor Structure Steel N35 Light Grey
Conveyor Guard Steel Y14 Golden Yellow

Unloader Vault Structure

Reinforced Concrete

Unloading / Feeding
Equipment / Motors

Steel

N35 Light Grey / X15 Orange
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Towers — Take-up and Transfer

Towers — Take-up and Transfer

Atmospheric with Microclimate (Product Disposition)

Cladding Enclosure Structure -
General

Bluescope Proprietary Coating System:
Steel / Zincalume with thin film coating
(25um), that is, Colourbond® / Colourbond
Ultra® (0.48 BMT)

Wallaby®

Structural Framework (Primary | Steel N35 Light Grey
and Secondary)
Motors Steel X15 Orange

Conveyors

Conveyors

Atmospheric with Microclimate (Product Disposition)

Cladding (Roof and Wall)

Bluescope Proprietary Coating System:
Steel / Zincalume with thin film coating
(25um), that is, Colourbond® / Colourbond
Ultra® (0.48 BMT)

Wallaby®

Structure Framework

Steel

N35 Light Grey

Substructure (Primary and
Secondary)

Steel

N35 Light Grey

Shiploaders

Shiploaders Atmospheric with Microclimate (Product Disposition)
Structural Framework (Primary | Steel N35 Light Grey
and Secondary)
Dust Extractor Assemblies Steel B15 Mid Blue
Bogie Drives Steel N35 Light Grey
Boom Assemblies Steel N35 Light Grey
Cable Reel Assemblies Steel X15 Orange
Gantry Travels Steel N35 Light Grey
Hydraulics Steel N35 Light Grey / X15 Orange /
Y14 Golden Yellow
Jet Slingers Steel N35 Light Grey

Chutes (Cascade, Discharge,
Dust, Tele)

Steel / Manufacturer’s Proprietary
Materials

N35 Light Grey

Chute Attachments

Steel

N35 Light Grey

Luffing Winch Assemblies

Steel

N35 Light Grey / Y14 Golden
Yellow
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Shiploaders

Shuttle Winch Assemblies Steel N35 Light Grey / Y14 Golden
Yellow

Operator / Mechanical and Bluescope Proprietary Coating System: Wallaby®

Electrical Area Enclosure Steel / Zincalume with thin film coating

Cladding (25um), that is, Colourbond® / Colourbond

Ultra® (0.48 BMT)

Travel Beams Steel N35 Light Grey

Piping General

Piping General Atmospheric

Fire Hydrants and Pipework Steel R13 Signal Red (R12 Scarlet,
R14 Waratah acceptable)

Washdown / Process Water Steel G21 Jade (G13 Emerald, G23

Pipes Shamrock acceptable)

Water for Drinking Steel G21 Jade (G13 Emerald, G23

Shamrock acceptable)

Portable Water Steel B24 Harbour Blue (B15 Mid
Blue, B21 Ultramarine, B23
Bright Blue acceptable)

Oils Steel X53 Golden Tan (X51 Tan, X54
Brown, X55 Nut Brown
acceptable)

Air Steel B25 Aqua (B41 Bluebell
acceptable)

Other Liquids (Chemical Waste, | Steel / Reinforced Concrete / GRP / HDPE N61 Black
Sewerage and Organic Waste)

Wastewater Systems

Wastewater Systems External

Tanks and Bunds Steel / Reinforced Concrete N35 Light Grey

Wastewater Systems Internal

Tanks and Bunds Steel / Reinforced Concrete Manufacturer’s Standard
Colour (Typically N14 White /
Grey)

Wastewater Systems Atmospheric

Tank Furniture Steel / GRP / Stainless Steel N35 Light Grey

A2053723 Version Number 4
This document is uncontrolled when printed or distributed electronically Page 73 of 76




MID WEST
PORTS

SURFACE PREPARATION AND
PAINTING GUIDELINE

Fuel Systems

Fuel Systems

Atmospheric

Bunding

Concrete / Masonry

Manufacturer’s Standard
Colour (Typically N14 White /
Grey)

Fuel Systems

Atmospheric

Fuel Lines Steel X53 Golden Tan (X51 Tan, X54
Brown, X55 Nut Brown
acceptable)

Fuel Systems Buried

Fuel Lines Steel N/A

Fuel Systems Atmospheric

Pumps / Motors Steel / Cast Iron X15 Orange

Fuel Systems External

Storage Tanks Steel N14 White

Fuel Systems Internal

Storage Tanks Steel Manufacturer’s Standard

Colour (Typically N14 White /
N35 Light Grey)

Security Atmospheric
Control Gates HDG Steel -
Security Access Gates HDG Steel -

Security Fences

HDG Steel / HDG Steel + PVC

Gates General

HDG Steel

Fences General

HDG Steel / HDG Steel + PVC

Posts

HDG Steel

Signage Atmospheric

Signs HDG Steel / Aluminium -

Posts HDG Steel / Aluminium -
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FBH and Fuel Wharf

Deck Reinforced Concrete / HDG Gridmesh Drain | -

Cover
Kerb Timber Y14 Golden Yellow
Fenders Steel / Timber N35 Light Grey
Bollards Steel N35 Light Grey
FBH and Fuel Wharf Below Deck
Substructure Steel N35 Light Grey
Piles? Steel N35 Light Grey

Service Jetties

Service Jetties

Above Deck

Deck Reinforced Concrete -

Fenders Steel / Rubber / Timber N35 Light Grey
Service Jetties Below Deck

Substructure Steel N35 Light Grey
Piles! Steel N35 Light Grey
Deck HDG Steel Gridmesh N35 Light Grey
Fenders Steel / Rubber / Timbe N35 Light Grey
Pens Below Deck

Substructure Steel N35 Light Grey
Piles? Steel N35 Light Grey

Note:

Although not specifically covered in this Guideline, designers should, where appropriate, also consider the

use of alternative barriers to corrosion such as petrolatum tape / HDPE jackets.

example, International Interplus 1180 MIO in N33 Lightbox Grey.
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Equipment Generic Colour

Chutes and Hoppers Light grey or raw Stainless

Depending on company sourced from, Kinder are Red

Conveyor ldlers .
who are our current supplier

Conveyor Pulleys Yellow

Freshwater and Potable Water Pumps and Piping Blue

Hydraulic and Lubrication Equipment Raw or Black

Monorail Beams Yellow

Pneumatic System Blue, Galvanised, White
Safety Guards Yellow or raw Stainless Steel
Salt and Process Water Pumps and Piping Green
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