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1.SCOPE 

The scope of this specification is to provide minimum requirements for external coating of both 
onshore and offshore facilities in the oil and gas. 
 

2.REFERENCE 

123A90-DDL-MAT-SP-60006- Coating and Painting specification 
Norsok M-501 : 2022 
 

3. SURFACE PREPARATION 

3.1 DESIGN AND PREPARATION BEFORE BLASTING 
 

All structures and equipment shall be designed according to ISO 12944 international standard for 
high durability paint systems. All sharp edges shall be rounded (minimum radius > 2 mm). 

The design of the item to be painted shall be such that it creates no interstice and inaccessible area. 
All oil or grease shall be removed by washing the item to be painted with appropriate solvents or any 
other suitable means before beginning blast-cleaning operations. This includes bolt holes in piping 
assemblies. 

 

All mating surfaces of equipment subject to outdoor exposure shall be coated with the full coating 
system prior to assembly (saddles, skirts, base plates, bolted components, flanges, etc.). Special 
attention shall be paid to avoid splashes of zinc paint on equipment made of austenitic steel. 

 

Abrasive blasting shall not proceed if: 

 

1)      Temperature of the substrate is less than 3 °C above the dew point 

 

2)      The relative humidity is more than 85 % RH 

 

3)      The weather is rainy or foggy, except under shelter, and subject to verification of the  
atmospheric  conditions 

 

Contractor shall keep a daily record of the dew point, relative humidity, ambient atmosphere and 
substrate temperatures (all measured before the work commences and twice per shift and when 
ambient conditions are obviously changing) to ensure that conditions are acceptable. 

 

These records shall be kept and made available. 

 

3.2 BLAST CLEANING OF STEINLESS AND DUPLEX STEEL 

All surfaces to be coated shall be blast-cleaned according to: 

1) The grade of cleanliness (ISO 8501 standard) 

 

2) The surface profile Ra (ISO 8503 standard: 
roughness meter with adapted cut-off or 
visiotactile surface profile comparator) specified 
for each system. 

 

3) On stainless  steels  and  duplex  substrates,  
only  non-metallic  abrasives  in  compliance  with  
ISO 11126-1-10 shall be used.   

 

After blast-cleaning, all dust must be removed using a vacuum cleaner before application of the paint 
(ISO 8502 – 3). All blast-cleaned surfaces shall be coated before the deterioration of the “grade of 
cleanliness”. In any case, any surface that has been blast-cleaned shall be coated on the same day. 

Before painting work commences, checks for the contamination of the surface by salts shall be 

performed (ISO 8502 – 6 & 9). 
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4 PAINT APPLICATION 

4.1 GENERAL 

 
Paint shall always be applied to surfaces that are dry, clean and degreased, for both coating on 
substrate and previous coat. 

 

Painting work shall not proceed if: 

 

1)      Temperature of the substrate is less than 3 °C above the dew point 

 

2)      The relative humidity is more than 85 % RH (90 % RH for inorganic zinc silicates) 

 

3) The weather is rainy or foggy, except under shelter, and subject to verification of the 

atmospheric conditions 

 

4) The minimum or maximum temperature of the ambient atmosphere and the substrate are 
within the limits given in the product data sheets (usually 10 °C for epoxy based paint). 

 

Contractor shall keep a daily record of the dew point, relative humidity, ambient atmosphere and 
substrate temperatures (all measured before the work commences and twice per shift and when 
ambient conditions are obviously changing) to ensure that conditions are acceptable. 
These records shall be kept and made available. 

Application shall be by airless spray. 
Stripe coats shall be applied by brush to all angles, corners, sharp edges, bolt or rivet heads, etc., 
with the same product as this to be applied on the surface to be painted. The only exception is 
inorganic zinc silicates where stripe coats shall be applied using the repair system primer, i.e. zinc 
rich epoxy. 

 

Different colours shall be used for all successive coats of the paint system. The finishing coat of the 
required colour shall be sufficiently opaque to cover the shade of the undercoat. 

 

The thickness of each coat, including frequency and tolerance shall be checked by the Contractor 
according to ISO 19840. The values shall be recorded and made available. 

 

4.2 SPRAY APPLICATION 

 

Paints shall be applied by Air Spray or Airless Spray. 

Hose and containers shall be thoroughly cleaned before addition of new materials. The spray gun 
shall be held no closer than 200 mm or more than 600 mm from the surface to be coated. During 
application the spray gun shall always be held at a right angle to the substrate. Each pass shall 
overlap the previous one by 50 percent. In order to achieve a uniform application, I when large surface 
areas are being coated, spray application shall be made in two directions so that the passes are at 
right angles to each other Le. cross spray at 50% over lapping. Pressures and spray fan shall be 
adjusted so that the optimum spray pattern is  utilised for the surface being coated. 
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4.3 BRUSH APPLICATION 

 

Application with brush is acceptable under the following conditions subject to Owner approval: 

- When areas cannot be properly coated by spray for any reason. 

- When spray application is difficult due to location of work accessibility. 

- Above ground level when it is considered that loss of paint under prevailing conditions is 
excessive e.g. windy and progress of work has to be maintained and personnel in or near the 
work site or equipment property, may be affected by spray particles. 

- For touch-up or repair of localised damaged paint or to areas of incorrectly applied paint. 

- For painting of stripe coat e.g. when applying the initial coat of paint to corners, edges, crevices, 
holes, welds or other irregular surface prior to spray application. 

- When the substrate material to be applied are suitable for brush application. 

- The number of coats shall be adjusted to the dry film thickness to match. 

Paint brushes used shall be of a style and quality that will permit appropriate application of the 
material being applied. 

Material applied by brush shall be smooth, uniform in thickness, without any apparent surface defects 
such as brush marks, runs, sags, or curtains. 

 

4.4 ROLLER APPLICATION 

 

Roller application shall only be used with written approval from the Owner. 

Roller application may be used only when: 

- Spraying is not feasible. 

- Primer coat is applied by brush. 

- Paint application by roller method is acceptable to paint manufacturer and is in accordance with 
the application data. 

 

5 REPAIRS AND TOUCH UP PAINTING 

5.1 GENERAL 

Any defect shall be repaired before the application of further coats. Subject to the agreement of 
COMPANY, and after determining the type and size of the defects, the following methods of repair 
shall be applied 

 

5.2 MAJOR DEFECTS 

 

The paint shall be removed completely by abrasive blast-cleaning and the entire system shall be 

reapplied. 

 

5.3 MINOR DEFECTS (localized appearance, mechanical damage, scratches, etc.) 

 
Subject to the agreement of the Supplier of the product, the system shall be removed by localized 
blast-cleaning, the edges of the sound coating shall be feathered back about 50 mm, and the repair 
system shall be applied. 
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6 PAINTING AND COATING SYSTEMS 

The coating systems to be used are: 
- SYSTEM 6A (PC 0301)  

7 INSPECTION 

7.1 PAINTING INSPECTION 

Prior to surface preparation, during surface and paint application Contractors’ Quality Control 

department shall check the following points and record the results in its quality control report. 

Raw materials and conditions for storage: 

1)      Data sheets of the products, shelf life, storage requirements 

2)      Storage under shelter 

Construction quality: 

1)      Rounding of corners, sharp edges to 2 mm radius minimum 

Climatic conditions for surface preparation and coating application: 

1)      Temperature of substrate at least 3 °C above dew point 

2)      Maximum humidity 85 % RH (90 % for the application of inorganic zinc silicates) 

3)      For paint application, ambient temperature >10 °C for epoxy 

Surface preparation quality: 

1)      Grade of cleanliness: Sa 2 ½ according to ISO 8501 

2)      Cleanliness: no grease or oil, dust level 2 maximum according to ISO 8502-3 

3)      Anchoring profile: G medium according to ISO 8502 

4) Contamination including chlorides: according to ISO 8502-6 and 9, 20 mg/m² maximum. 

Coating quality: 

 

Testings and inspections shall be carried out as per table below:  
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8 PAINTER QUALIFICATION 

 

PAINTING INSPECTOR 

- NACE International Coating Inspector Training and Certificate Program Level 

III is considered acceptable for qualification of painting inspector . 

FROSIO, the Norwegian Professional Council for education and Certification 

of inspector for Surface Treatment Level III, is considered acceptable for 

qualification of Painting inspector. 

 

PAINTER QUALIFICATION 

- All Painters shall demonstrate ability and knowledge of pertinent items of this 

procedure by successfully executing a written test and performing related 

tasks using approved procedures (skill test).  
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9 PAINT CYCLE 

System 6A 
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10 PAINT REPORT SAMPLE 
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11 PAINTING MATRIX 
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Pos. Commessa Classe Diametro Qta ord. Ciclo verniciatura 

001 240062 #300  1” 1,00 SYSTEM 6A RAL 9002 

002 240062 #300 4” 1,00 SYSTEM 6A RAL 9002 

003 240062 #300 4” 1,00 SYSTEM 6A RAL 9002 

004 240062 #300 4” 1,00 SYSTEM 6A RAL 9002 

005 240062 #300 4” 1,00 SYSTEM 6A RAL 9002 

006 240062 #300 4” 1,00 SYSTEM 6A RAL 9002 

007 240062 #300 4”  1,00 SYSTEM 6A RAL 9002 

008 240062 #300 1” 1,00 SYSTEM 6A RAL 9002 

009 240062 #300 2 x 1.1/2” 1,00 SYSTEM 6A RAL 9002 

010 240062 #300 1” 1,00 SYSTEM 6A RAL 9002 

011 240062 #300 1” 1,00 SYSTEM 6A RAL 9002 

012 240062 #300 1” 1,00 SYSTEM 6A RAL 9002 

013 240062 #300 1” 1,00 SYSTEM 6A RAL 9002 

014 240062 #300 1” 1,00 SYSTEM 6A RAL 9002 

015 240062 #300 1” 1,00 SYSTEM 6A RAL 9002 

016 240062 #300 1” 1,00 SYSTEM 6A RAL 9002 

017 240062 #300 1” 1,00 SYSTEM 6A RAL 9002 

018 240062 #300 1” 1,00 SYSTEM 6A RAL 9002 

019 240062 #300 1” 1,00 SYSTEM 6A RAL 9002 

020 240062 #300 1” 1,00 SYSTEM 6A RAL 9002 

021 240062 #300 1” 1,00 SYSTEM 6A RAL 9002 

022 240062 #300 1” 1,00 SYSTEM 6A RAL 9002 

023 240062 #300 1.1/2” 1,00 SYSTEM 6A RAL 9002 

024 240062 #150 1.1/2” 1,00 UNCOATED 

025 240062 #150 1.1/2” 1,00 UNCOATED 

026 240062 #150 1.1/2” 1,00 UNCOATED 

027 240062 #150 2x 1.1/2” 1,00 UNCOATED 

028 240062 #150 1” 1,00 SYSTEM 6A RAL 9002 
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12  DATASHEET  
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