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1 DOCUMENT SCOPE 
This document aims at describing painting procedure for Sea Water Lift Progressive Cavity Pumps (P-
50001 A/B).  

2 GENERAL NOTES  

2.1 PARTS TO BE PAINTED 

Item 

N° 
Part N° Description Material 

Painting 

System 
Color 

60 T600004051 
BEARING 

HOUSING 
Carbon steel 

PCM N°5 

Section N°3 
RAL 7038 

88 W-007527274 SPACER Carbon steel 
PCM N°5 

Section N°3 
RAL 7038 

300 W-008268046 TRUNK Carbon steel 
PCM N°5 

Section N°3 
RAL 7038 

C11B FGAHXCG1256CEAA GEARBOX Cast-Aluminum 
PCM N°5 

Section N°3 
RAL 7038 

C11 DI317464-03 MOTOR Cast-iron 
C5-M - ABB 

Section N°4 

Munsell 8B 

4.5/3.25  

(ABB standard) 

 

Note that Stainless steel parts (SS316L & SDSS) won’t painted. 

2.2 TESTS TO BE DONE 

Please refer to section 4.4 & 5.2 & 6.2 of procedure PCM PAINTING SPECIFICATION – PROCESS N°5.  
Note that Adhesion test is not included. 
 
Please find here below table to sum-up test to be done. 
 

Test type Method Frequency 
Acceptance 

Criteria 
Consequence  

Environmental 

conditions 

ISO 8502-4 

(Ambiant & Surface 

temp/ Relative 

Humidity / Dew point) 

Before each shift / 

Two a day as 

minimum 

3°C above dew 

point 

< 85% RH 

No Blasting or 

painting 

Cleanliness ISO 8501-1 100% surface Sa 2.5 Re-blasting 

Roughness ISO 8503-2 1 per part Medium Re-blasting 

Film 

Thickness 
ISO 19840 

20 points on all 

parts 

1st layer 60µm 

2nd layer 260µm 

3rd layer 320µm 

Repair, add coats 

or recoating 
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Note that gearboxes will be provided by sub-supplier with primer and PCM will apply 2nd & final layer only 
as per PCM PAINTING SPECIFICATION – PROCESS N°5. 
 

 
 
Motors will be painted by ABB according to C5-M system without painting reports. 

 

3 PCM PAINTING PROCEDURE (N°5 – C5-H) 
 

Notes to be considered :  
- Section 4.1 > PCM is following ISO 8503-1 to 4 
- Section 4.2 > GH050 from W Abrasives is used
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1. Scope 

This specification defines the technical requirements for the execution of painting works of positive displacement 
pumps called « process n°5 ». The specification is based on the use of high durability painting system whose design 
is anticipated to meet the requirements of ISO 12944 atmospheric corrosion category C5 – very high corrosion. The 
durability category of such a system is anticipated to be more than 25 years as “Very High (VH)”. 

The specification does not cover other PCM painting systems such as « process n 3 ». 
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PCM PAINTING SPECIFICATION – PROCESS N°5 

2. Certification of personnel 

Operators: Painters are individually certified by an approved organization (ACQPA level 2 as a minimum) 

3. Surfaces concerned 

Surfaces concerned by this specification are Carbon Steel and Cast iron. Stainless steel and other metals are 
excluded. 

4. Surface preparation 

4.1. Preparation before blasting 

All surfaces to be coated shall be blast cleaned1. 

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. 

4.2. Abrasives 

 The use of copper slag or silica sand is prohibited 

4.3. Blast cleaning 

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

 Grade of cleanliness (ISO 8501 standard) 
 Surface profile Grit Medium (ISO 8503 standard – roughness meter with adapted visio-tactile surface 

profile comparator) 

After blast-cleaning, all dust must be removed using dry air without lubricant 

4.4. Controls 

Measures Target value Standard Mean of measurement 
Abrasive reference Angular for Grit ISO 8503 Supplier Technical data sheet 
Batch number of abrasive   Certificate of compliance from 

supplier 
Dew Point < 85%HR ISO 8502-4 Dew Point meter 
Grade of cleanliness Sa 2,5 ISO 8501-1 Comparison to standard pictures 
Roughness Medium ISO 8503-2 Surface Roughness comparator 
Date and Time    

 
In any case, any surface that has been blast-cleaned shall be coated on the same day. 

 
1 except surfaces from assembled equipment’s delivered with primer coating from the following manufacturer list: 
NORD, ABB. 
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PCM PAINTING SPECIFICATION – PROCESS N°5 

5. Paint application 

5.1. Records 

 Dew Point 
 Relative Humidity (moisture) 
 Substrate temperature 

 

Painting works shall not proceed if: 

 Temperature of substrate is less than 3°C above the dew point 
 The relative Humidity is more than 85% RH 
 Ambient and substrate temperature is less than 10°C 
 Ambient and substrate temperature is more than 40°C 
 The minimum or maximum temperature of the ambient atmosphere and the substrate are outside the limits 

given in the product data sheets 

5.2. Controls at each layer of the painting work 

Measures Target values Standard Mean of measurement 
Relative Humidity < 85% RH 

ISO 8502-4 Dew Point meter 
Ambient air temperature  
Dew Point  
Substrate Temperature 3°C above the dew point 
Date and Time    

5.3. Products to be used 

The coating system shall be composed of the following products from International Coatings: 

  
Supplier : International coatings 

  
Product name 

Minimum 
Thickness 

Primer2  Interzinc 52 60 µm 
Intermediate  Intergard 475 HS 200 µm 
Top coat  Interthane 990 60 µm 

Complete system  TOTAL 320 µm 

 
For each base-hardener mixture of two component paintings, the pot life shall not be exceeded. In case of time limit 
exceeded, the mixture of base, hardener and thinner shall be thrown away 
 
The default color according to RAL standard of the topcoat are “Capri blue” RAL5019, “Sapphire blue” RAL 
5003, “iron Grey” RAL 7011and “Pire White” RAL 9010. It can be replaced by other color on customer request. 

 
2 except for surfaces from assembled equipment’s delivered with primer coating from the following manufacturer 
list: NORD, ABB. 
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PCM PAINTING SPECIFICATION – PROCESS N°5 

6. Drying of each layer 

The drying time limit recommended by the paint manufacturer on the technical data sheet, i.e. minimum and 
maximum over coating intervals shall be observed. 

6.1. Controls 

Measures Target value Standard Mean of measurement 
Dry Film Thickness According to § 4.d ISO 19840 Film Thickness gauge 
(On demand only) 
Pull-off test 5 MPa ISO 4624 Adhesion Pull-off tester 

6.2. Control reports 

Throughout the duration of the work, PCM shall check the following points and record the results in its quality control 
report. The following data shall be available: 

Default paint report 

 Painting follow-up worksheet – document n° ERWA0042 
o Dates 
o Times 
o Temperatures 
o Moisture – Dewpoint, Relative Humidity 
o Thickness 

On demand report 

 Pull-off test Adhesion report – document n° ERWA0277 

7. Reference documents 

Reference Title 
ISO 12944-1:2017 Paints and varnishes-Corrosion protection of steel structures by paint systems. Part 1: 

General introduction 
ISO 12944-2:2017 Paints and varnishes-Corrosion protection of steel structures by paint systems. Part 2: 

Classifications of environments 
ISO 12944-3:2017 Paints and varnishes-Corrosion protection of steel structures by paint systems. Part 3: 

Design and constructive requirements 
ISO 12944-4:2017 Paints and varnishes-Corrosion protection of steel structures by paint systems. Part 4: 

Surface types and preparation 
ISO 12944-7:2017 Paints and varnishes-Corrosion protection of steel structures by paint systems. Part 7: 

Execution and supervision of painting work 
ISO 12944-8:2017 Paints and varnishes-Corrosion protection of steel structures by paint systems. Part 8: 

Development of specifications for new and maintenance work 
ISO 8501-1:2007 
ISO 8501-3:2006 

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

ISO 8502-4:2017 Preparation of steel substrates before application of paints and related products. Tests 
for the assessment of surface cleanliness 

ISO 8503-2:2012 
ISO 8503-3:2012 

Preparation of steel substrates before application of paints and related products. 
Surface profile of abrasive blast-cleaned steel 

ISO 8504-1:2001 
ISO 8504-2:2001 
ISO 8504-3:2001 

Preparation of steel substrates before application of paints and related products. 
Methods for surface preparation 

ISO 19840:2012 Paints and varnishes. Determination of dry film thickness. Nondestructive magnetic flux 
method 

ISO 4624:2024 Paints and varnishes – Pull-off test for adhesion 
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8. Annexes – Control report 

8.1. Paints Technical data sheets 
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8.2. Painting follow-up worksheet 
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8.3. Pull-off test adhesion report 

 



 
 

 
PROCESS : WR4 CODE : ERWA0200 INDICE : 5 PAGE : Page 19 sur 19 
CONFIDENTIALITY: Externe       

 

 

PCM PAINTING SPECIFICATION – PROCESS N°5 

 



 

 
HOLLANDSE KUST NOORD WIND PARK Project 

Contract No. CW-I-WP4-2023-05 

 

Document Title: 

COATING PROCEDURE- 

ACCORDING TO CROSSWIND 

PROJECT SPECIFICATION 

Sheet 25 of 27 

Date: 09/12/2024 

Rev: 03 

 

This document undergoes an issuance cycle within EDMS Fusionlive". Its distribution is electronically controlled. Once printed shall be 

considered as “NOT CONTROLLED” copy 

File: 1724000936-MAT-PRO-00018 

4 ABB PAINTING PROCEDURE (C5-M) 
 



This document describes the different paint systems available for IEC low voltage cast iron motors. 
ABB standard paint color is blue, Munsell 8B 4.5/3.25. Others colors are available and can be ordered with variant codes 114 or 179. 
The availability of the paint systems depends from the production unit aswell as from the product and the order type (limited avail-
ability for stock orders and more options for production orders). The paint systems and film thickness combinations for the differ-
ent production units are all tested according to ISO12944-6.

Paint systems, suitability for atmospheric-corrosivity categories in accordance with EN ISO 12944-2

Corrosivity 
category C1 C2

C3, durability 
medium 1)

C4, durability 
medium 1)

C5, durability 
medium 1)

C5, durability 
high 1) CX2)

Variant code 111 115 754 711 719

ABB standard 
paint system 

Special paint 
system

Special paint 
system

Special paint 
system

Special paint 
system

Examples of typical environments (informative only)

Exterior - Atmospheres 
with low levels 
of pollution: 
mostly rural 
areas

Urban and 
industrial 
atmospheres, 
moderate sulfur 
dioxide 
pollution, 
coastal areas 
with low salinity.

Industrial ares 
and coastal 
areas with 
moderate 
salinity

Industrial areas 
with high 
humidity and 
aggressive 
atmospheres
and coastal 
areas with high 
salinity

Industrial areas 
with high 
humidity and 
aggressive 
atmospheres
and coastal 
areas with high 
salinity

Offshore areas 
with high 
salinity, and 
industrial areas 
with extreme 
humidity and an 
aggressive 
atmosphere, 
and sub-tropical 
and tropical 
atmospheres

Interior Heated 
buildings with 
clean atmos-
pheres, e.g., 
offices, shops, 
schools, hotels

Unheated 
buildings where 
condensation 
can occur, e.g., 
depots, sports 
halls

Production 
rooms with high 
humidity ans 
some air 
pollution, 
e.e. food-
processing 
plants, 
laundries, 
breweries, 
dairies

Chemical plants, 
swimming 
pools, coastal 
ship- and 
boatyards

Buildings or 
areas with 
almost 
permanent 
condensation 
and with high 
pollution

Buildings or 
areas with 
almost 
permanent 
condensation 
and with high 
pollution.

Industrial areas 
with extreme 
humidity and an 
aggressive 
atmosphere

Durability

from 7 to 15 
years

from 7 to 15 
years

from 7 to 15 
years

from 15 to 25 
years

from 15 to 25 
years

Cast iron parts

Surface preparation Blast-cleaning 
Sa 2 ½

Blast-cleaning 
Sa 2 ½

Blast-cleaning 
Sa 2 ½

Blast-cleaning 
Sa 2 ½

Blast-cleaning 
Sa 2 ½

Primer coat 2-component 
zinc rich epoxy 
primer

2-component 
zinc rich epoxy 
primer

2-component 
zinc rich epoxy 
primer

2-component 
zinc rich epoxy 
primer

2-component 
zinc rich epoxy 
primer

alternatively alternatively

2-component 
epoxy primer

 2-component 
epoxy primer

alternatively

1-comp epoxy 
ester

1) Tested acc. to ISO 12944-6
2) As alternative for CX paint system, ABB offers variant codes 710 and 755 that are acc. to Norsok M-501 standard.
3) Nominal dry film thickness, μm (micro meter). The total film thickness results from the used coat combinations.

— 
LE A FLE T

Surface treatment and paint systems 
for IEC low voltage cast iron frame motors
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We reserve the right to make technical 
changes or modify the contents of this 
document without prior notice. With re-
gard to purchase orders, the agreed par-
ticulars shall prevail. ABB AG does not ac-
cept any responsibility whatsoever for 
potential errors or possible lack of infor-
mation in this document.

We reserve all rights in this document and 
in the subject matter and illustrations con-
tained therein. Any reproduction, disclo-
sure to third parties or utilization of its 
contents – in whole or in parts – is forbidden 
without prior written consent of ABB AG. 
Copyright© 2022 ABB
All rights reserved

—
 abb.com/motors-generators

Paint systems, suitability for atmospheric-corrosivity categories in accordance with EN ISO 12944-2

Corrosivity 
category C1 C2

C3, durability 
medium 1)

C4, durability 
medium 1)

C5, durability 
medium 1)

C5, durability 
high 1) CX2)

Variant code 111 115 754 711 719

ABB standard 
paint system 

Special paint 
system

Special paint 
system

Special paint 
system

Special paint 
system

Intermediate coats No intermediate 
coat

2-component 
epoxy primer

2-component 
epoxy primer

2-component 
epoxy primer

2-component 
epoxy primer

alternatively

2-component 
epoxy primer

Topcoat 2-component 
epoxy topcoat

2-component 
epoxy topcoat

2-component 
epoxy topcoat 

2-component 
epoxy acrylic 
(NISO)

2-component 
epoxy acrylic 
(NISO)

alternatively alternatively alternatively alternatively alternatively

2-component 
polyurethane 
topcoat

2-component 
polyurethane 
topcoat

2-component 
polyurethane 
topcoat

 2-component 
polyurethane 
topcoat

 2-component 
polyurethane 
topcoat

alternatively

1-component 
acrylic topcoat

Total NDFT, μm3) 100 or 80 160 or 180 200 or 240 320 min. 280

Fan cover

Topcoat Polyester power 
coat

Polyester power 
coat

Polyester power 
coat

Polyester power 
coat

Polyester power 
coat

alternatively alternatively alternatively alternatively alternatively

Polyester power 
coat + wet paint 
(2-component 
epoxy/
polyurethane 
topcoat)

Polyester power 
coat + wet paint 
(2-component 
epoxy/
polyurethane 
topcoat)

Polyester power 
coat + wet paint 
(2-component 
epoxy/
polyurethane 
topcoat)

Polyester power 
coat + wet paint 
(2-component 
epoxy/
polyurethane 
topcoat)

Polyester power 
coat + wet paint 
(2-component 
epoxy/
polyurethane 
topcoat)

1) Tested acc. to ISO 12944-6
2) As alternative for CX paint system, ABB offers variant codes 710 and 755 that are acc. to Norsok M-501 standard.
3) Nominal dry film thickness, μm (micro meter). The total film thickness results from the used coat combinations.
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