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PAINTING AND WHITEWASH WORKS (Construction)
PAINTING AND PROTECTIVE COATINGS (Mechanical and Electrical)
ACRYLIC-BASED EXTERIOR AND INTERIOR COATINGS (Blockfiller, Glazol,
Metal Primer)

1. PAINTING AND WHITEWASH WORKS (CONSTRUCTION)

1.1 General

Instead of making oil paint with materials such as white lead, naphtha, etc., which
constitute oil paint, within the scope of today’s technology and the many available ready-made
types of oil paint, the use of ready-made paint of the desired type and quality will provide
significant savings in terms of time and labor. Therefore, except for special and extraordinary
circumstances, ready-mixed paint in cans shall be used in analyses.

Materials shall comply with the requirements of the specification and the location lists.
Paints shall conform to the applicable TS standards. Paint samples and color schemes shall be
approved by the Control Engineer.

Paints other than those thinned with water shall be applied only on surfaces that are
believed, by visual inspection and by touch, to be completely free from surface moisture.

The cement-emulsion filler coating shall be either acrylic-based or polyvinyl acetate-
based and shall consist of the following:

White Portland cement....................... 7.50 kg
Aggregate.......ooeiiii 15.20 kg
Mixing liquid................cocoeiil, 2.80L
Drinkingwater...............ccovveviinnnne. 3.80 L max.
Exterior emulsion paint...................... 3.80L

Aggregate shall be washed silica sand with suitable primer. Paints for metal, wood,
cement plaster, and concrete surfaces shall be selected and approved by the Control Engineer
from among the products proposed by the Contractor.

All paints proposed for any use shall in no way contain lead or mercury.



1.2

Standards

Applicable TSE Standards in painting and whitewash works are given below:
TS 21 13.12.1994

Cement — White Portland

TS 30 13.04.1993

Limes — Quicklime — For Use in Structures

TS 4022 13.04.1993

Limes — Hydrated lime — For Use in Structures

TS-39 01.04.1986

Solvent-Based Structures (Construction) Topcoats

TS-772 27.04.2003

White Pigments — For Paints

TS-789/T1 14.11.2000

Paints — Cellulosic — Gloss

TS 2436 11.11.1976

Mineral Solvents for Paints (White Spirit and Similar Hydrocarbon Solvents)

TS 2620 EN 21524 01.10.1996

Paints and Varnishes Determination of Fineness Degree

TS-5808-29.04.1988

Water-Based (Emulsion-Based) Building Topcoats

TS-11590-28.03.1995

Paints Epoxy Resin-Based — For Use on Steel Structures

TS-EN-1S0O-12944-1 25.04.2002

Paints and Varnishes — Corrosion Protection of Steel Structures by Protective Paint
Systems — Part 1: General Information

TS-EN-1S0O-12944-2 25.04.2002

Paints and Varnishes — Corrosion Protection of Steel Structures by Protective Paint
Systems — Part 2: Classification of Environments

TS-EN-1S0-12944-3 15.04.2004

Paints and Varnishes — Corrosion protection of steel structures by protective paint
systems - Part 3: Design Criteria

TS-EN-1S0O-12944-4 25.04.2002

Paints and Varnishes — Corrosion Protection of Steel Structures by Protective Paint
Systems — Part 4: Types of Surfaces and Surface Preparation

TS-EN-1S0-12944-5 27.11.2002

Paints and Varnishes — Corrosion Protection of Steel Structures by Protective Paint
Systems - Part 5: Protective Paint Systems



TS-EN-1SO-12944-6 27.11.2002

Paints and Varnishes — Corrosion Protection of Steel Structures by Protective Paint
Systems - Part 6: Laboratory Performance Test Methods

TS-EN-1SO-12944-7 03.03.2003

Paints and Varnishes — Corrosion Protection of Steel Structures by Protective Paint
Systems — Part 7: Execution and Supervision of Paint Work

TS-EN-1SO-12944-8 27.12.2004

Paints and Varnishes — Corrosion Protection of Steel Structures by Protective Paint
Systems — Part 8: Preparation of specifications for new application and maintenance
TS-1SO-8501-1:1999/T1 (Number modified, TS EN ISO 8501-1) 07.04.2005
Preparation of Steel Surfaces Before Application of Paints and Related Products —
Visual Assessment of Surface Cleanliness — Part 1: Degrees of Rust and Preparation
Following Complete Removal of Previous Coating from Uncoated Steel Substrates
TS-1SO-8501-2:1999/T1 (Number modified, TS EN ISO 8501-2) 07.04.2005
Preparation of steel substrates before application of paints and related products — Visual
assessment of surface cleanliness — Part 2: Preparation grades of previously coated steel
substrates after local removal of previous coatings

TS-11590 28.03.1995

Paints — Epoxy Resin-Based — For Use on Steel Structures
TS-EN-1SO-8503-11.04.2000

Preparation of Steel Base Materials Before Applying Paint and Related Products -
Surface Roughness Characteristics of Sandblasted Cleaned Steel Base Materials
TS-EN-1062 11.11.2002

Paints and Varnishes — Coating Materials and Coating Systems for Exterior Masonry
and Concrete

TS-ENV-12837 22.04.2003

Paints and Varnishes — Corrosion Protection of Steel Structures by Protective Paint
Systems — Quialification of Inspectors

TS-EN-1SO-7783 27.11.2002

Paints and Varnishes — Coating Materials and Coating Systems for Exterior Masonry
and Concrete

TS-EN-1SO-8504 29.01.2002

Preparation of Steel Surfaces - Before Application of Paints and Related Products —
Surface Preparation Methods

TS-1SO-8502 17.01.2002

Preparation of Steel Surfaces - Before Application of Paints and Related Products —
Tests for the Assessment of Surface Cleanliness



TS-EN-1SO-11126 11.10.2002
Preparation of Steel Surfaces - Before Application of Paints and Related Products -
Properties of Non-metallic Abrasives Used in Spray Cleaning

TS-EN-1SO-11127 27.11.2002

Preparation of Steel Surfaces - Before Application of Paints and Related Products - Test
Methods for Non-Metallic Abrasives Used in Spray Cleaning

TS-ENV-12837 22.04.2003

Paints and Varnishes — Corrosion Protection of Steel Structures by Protective Paint
Systems — Qualification of Inspectors

TS-EN-1S0O-11124 25.03.1999

Preparation of Steel Surfaces Before Application of Paints and Related Products —
Metallic Blast-Cleaning Abrasives for Use in Compressed Air

1.3 Preparation and Painting of Wooden Surfaces

Wooden surfaces to be painted shall be cleaned of foreign substances. Wooden surfaces
adjacent to surfaces to which water-thinned paint will be applied, shall be primed and/or partially
painted. Small, dry, kiln-dried knurls shall be carefully scorched, brushed with wire brushes,
gilded with linseed, and their end joints and knurl areas shall be filled with putty made of
Berkman white lead and boiled linseed oil, then coated. Large, open, and non-kiln-dried knots
shall be scraped; if still soft, they shall be cleaned with mineral cleaners or turpentine, and the
area shall be coated with a thin layer of knurl putty. After it has been checked that all nails are
properly fixed, the surfaces shall be primed against all holes and surface irregularities. After
priming, all holes and other irregularities shall be filled with putty or plastic wood filler
matching the tone of the wooden surface; if the natural wood color is desired, the filler shall be
sanded after drying. The putty or wood filler shall conform to the properties of the topcoats to
be applied.

After the putty has dried thoroughly, all surfaces shall be sanded with sandpaper and,
after wiping off the dust with a cloth, another layer of putty shall be applied. After this putty has
also dried, the surfaces shall again be sanded until smooth and even. If defects and similar flaws
are still visible, a final rapid filler and sanding shall be applied to achieve a smooth and uniform
surface.

On the prepared surface, one coat of ready-mixed prime coat shall be applied, followed
by the first coat of ready-mixed paint in the desired color.

After the first coat of paint has dried and has been sanded with number zero sandpaper,
the second or third coat, or forged paint after the second coat, shall be applied in
the desired color.



Brush marks shall not be visible in paints, and no second coat shall be applied before the
first coat has dried.

Door leaves, window frames, and removable parts from hinges shall be detached,
painted, and reassembled only after they have dried completely.

Paint accidentally applied to surfaces other than those intended shall be cleaned
immediately. No paint drier, adhesive, gas, gasoline, or similar foreign matter shall be added to
ready-mixed paint. If thinning of the paint is necessary, some naphtha (turpentine) may be added
according to the instructions on the can.

Materials not to be painted on surfaces to be painted or adjacent surfaces shall be
removed or covered prior to surface preparation and paint application. Exposed iron metals on
plaster and nails on surfaces where water-thinned paint will be applied shall be coated with
chromium prime coat. Before painting or surface preparation is applied, surfaces shall be clean
and dry. Oil and grease stains shall be cleaned with clean cloths and solvents before mechanical
cleaning. Cleaning operations shall be scheduled so that dust and other particles do not
contaminate freshly painted wet surfaces.

1.4  Preparation and Painting of Iron Surfaces

Iron surfaces not painted at the factory shall be cleaned with solvent. Rust, mill scale,
and similar stains shall be mechanically cleaned with wire brushes and sandblasting equipment.
Traces of rust stains and mill scale residues that cannot be removed even with sharp blades may
be allowed to remain. After cleaning operations are completed, one coat of primer shall be
applied to surfaces to be painted other than with asphalt varnish or vinyl paint. Pipes covered
with semi-transparent film in the factory shall not be considered as manufacturing-coated;
however, a specified type of metal primer shall be applied to this layer before the topcoat is
applied. Factory-painted iron surfaces shall be renewed by refinishing as soon as rust is detected.

On the prepared surfaces, one coat of primer (red lead) shall be applied; after drying,
roughness shall be sanded again, joints puttied (with automotive putty if desired), and after a
second coat of red lead and sanding if necessary, the first coat of ready-mixed oil paint in the
desired color shall be applied.

After the first coat has dried, the second coat of paint, or instead of the second coat, a
special brand rust-resistant paint, shall be carefully applied without brush marks.

No additional coat of paint shall be applied until the previously applied coats are
completely dry.

No foreign matter other than naphtha (turpentine) shall be added to ready-mixed paint.



Paint that has accidentally spread to other surfaces during painting shall be cleaned
immediately.

Note : For painting of iron works (columns, roofs, beams, bridges, hangars, etc.),
measurement shall be based on weight and square meter as described in the Special Technical
Specification.

1.5 Preparation and Painting of Plastered (Wall) Surfaces
Without and With Whitewash

Surfaces shall be allowed to dry for at least 30 days before painting. Dusty areas,
efflorescence, dirt, grease, oil, tar, loose iron deposits, and other foreign substances shall be
removed from the surface before paint is applied. Immediately before the emulsion
filler application, concrete—-masonry surfaces to be painted shall be thoroughly wetted by
spraying potable-quality water evenly, allowing sufficient time between sprays for absorption,
and there shall be no excess running water on the surface. Only thereafter shall application be
carried out on dry concrete surfaces with the material recommended by the manufacturer,
followed by two coats of paint.

On plastered (wall) surfaces with whitewash, the whitewash shall be scraped off, the
plaster surfaces shall be neatly skimmed with gypsum or putty, and gilded with linseed oil.

Plastered surfaces without whitewash shall first be coated with a final layer of putty or
gypsum; after the putty or gypsum has dried, all surfaces shall be sanded, sanding dust
removed, defective areas corrected with rapid filler or gypsum, gilded with linseed oil, and a
first coat of ready-mixed prime coat shall be applied. After this primer has dried, if there are
defective spots, they shall be rechecked with checking putty or gypsum, sanded, and then the
first coat of ready-mixed paint shall be applied to the cleaned surface.

After the procedure applied for the prime coat is also applied for the first paint coat, a
second coat of ready-mixed paint shall be applied, and after it dries and defects are removed, a
third flat coat or forged ready-mixed paint shall be applied.

If a filato is desired at the junctions of ceilings and walls, this filato shall be drawn and
applied very neatly and uniformly, showing no overruns anywhere.

If no filato is desired, particular attention shall be paid to the very neat and uniform
alignment of junctions.

: Whitewas!

Existing whitewash on old walls shall be completely scraped off. Holes, scratches, and
cracks on the wall shall be repaired with gypsum. After this prepared surface has dried, a first
coat of primer whitewash shall be applied by brush; after it dries, a second primer whitewash



shall again be applied by brush, and after this also dries, a third coat of whitewash shall be
carefully applied by machine.

On new walls, after the fine plaster has completely dried, a primer coat shall be applied
with white lime. After this primer, two coats of primer whitewash shall be applied by brush,
and the third coat of whitewash shall be carefully applied to the wall by machine. Whitewashes
shall be ripple-free, clean, and uniform.

If separation of ceiling and walls is desired, lines called filatos shall be drawn at the
desired location, color, and form. These lines shall be straight, uniform, and of equal thickness.
If no filato is desired, special attention shall be paid to the very neat, level, and uniform joining
of ceiling and walls.

Before whitewash and filatos are carried out, samples shall be prepared and written
approval obtained to select their colors and patterns.

After the whitewashing process is completed, all dirt and residues shall be cleaned
immediately.

15.1.1 Glue Whitewash

Wall surfaces shall be thoroughly washed with soft soap or soap dissolved in water.
After repairs with gypsum are completed, a mixture consisting of glue, Lipoton white lead,
Spanish white lead, and water shall be applied by brush as a first coat; after it dries, a second
coat shall be applied.

Great care shall be taken during whitewashing to avoid brush marks. Additional
provisions are the same as the rules stated for lime whitewashes.

1512 Marble Whitewashes

Two or three coats shall be applied in the desired color using marble lime over white-
lime plasters. If necessary, the number of coats shall be increased until a clean whitewash is
obtained.

15.1.3 Casein Whitewashes

Applied to places where a matte finish is desired. This whitewash is obtained by mixing
casein in an appropriate amount into lime whitewash. Additional provisions are as in lime
whitewash.

1514 Plastic Whitewash

Plastic whitewashes manufactured like American whitewash and other whitewashes
shall be applied in full compliance with their special specifications.
Experienced workers shall be used for this whitewashing application.



1.6 Application

Paint shall be applied by brush, roller, or spray. No signs of deterioration shall occur in
the paint during application. During painting, pigments shall be kept homogeneous in the liquid.
Paint shall be applied so that there are no runs, lap marks, waves, ridges, drips, or brush marks
on paint surfaces, and no differences in composition and drying occur. The coating shall be
continuous. Each coat shall be applied as a layer of equal thickness. Rollers used for applying
paint and putty coatings shall be designed as suitable types for the coating material and the
surface to be coated. Particular attention shall be paid to painting edges, corners, recesses, weld
areas, and rivets to a thickness equal to adjacent painted surfaces. Adequate ventilation
measures shall be taken during painting works. Two-coat coating operations to be applied to
plaster and other surfaces shall include priming and puttying operations to be subsequently
applied to highly absorbent surfaces to ensure uniform color and gloss. For wooden doors, the
two coats to be applied shall be applied to both faces of the door at the same time. On polished
steel and wooden doors or frames, after varnish is applied and provided that the varnish has
dried within three weeks, two coats of paint shall be applied to both faces. All surfaces to be
painted, except those to be painted with water-thinned paint, shall be completely free of
moisture by touch or appearance.

Except for filler layers on masonry surfaces, other paints shall be applied by brush,
roller, or spray. Emulsion filler shall be applied by pressing with a stiff-bristle brush. At least
24 hours shall elapse after emulsion filler before applying exterior emulsion paint. When the
ambient air temperature exceeds 30°C, before applying exterior emulsion paint, the emulsion
filler surface shall be lightly moistened by spraying potable-quality water. Fillers that can be
thinned shall be applied by brush, allowed to dry for 3 to 5 minutes or until tacky, and excess
filler shall be removed with a rubber squeegee. Surface pores shall be filled. It is not required
that surface roughnesses be completely filled. Material shall not be applied over coarse filler.
The edges at the intersections of ceilings and walls shall be formed uniformly. Plastic paints,
acrylic-based paints, and other special-mix paints shall be applied in strict accordance with the
manufacturer’s instructions.

On metal surfaces, first coats other than vinyl-type paints shall be applied by brush. For
interior and exterior iron surfaces, the three-coat painting specified shall be carried out so that
the total thickness at any point is 0.1 mm and the minimum dry primer thickness is 0.004 mm.

Concrete surfaces specified by or requested by the Control Engineer shall be specially
protected against chemical reactions as described below. Concrete shall be cured until the
moisture content does not exceed 8%. All laitance shall be removed by sandblasting or acid



washing. Acid washing shall be carried out by applying, with brush, straightedge, and bucket,
a solution of concentrated HCI and water at a 1:2 ratio. After foaming on the wall surface stops,
the surface shall be rinsed thoroughly with water until the reaction is neutral and then allowed
to dry.



2. PAINTING AND PROTECTIVE COATINGS (Mechanical and Electrical)

2.1 General

All items of steel construction, machinery or electrical equipment, valves, and pipes to
be supplied within the scope shall be delivered treated in accordance with one of the metal
protection systems given at the end of this section.

Before transporting manufactured equipment and apparatus to the erection site, the
Contractor shall be responsible at the manufacturer’s works for cleaning, surface preparation
for painting, priming, painting, packing, or other means of protection. Painting at the
manufacturer’s works and at the erection site shall be carried out in accordance with the relevant
standards and specifications and the appropriate painting technique. Under no circumstances
shall paint and protective primer be applied to wet, damp, oily, rusty, or dirty surfaces.

All items of steel construction, equipment, and pipes included in the Contract shall be
executed in accordance with one of the metal protection systems defined in later sections of this
specification.

2.2 Paint

All paints shall be procured from manufacturers approved by the Administration.

Unless otherwise accepted by the Administration, all paints forming part of any

painting system shall be obtained from the same source. Paints shall be stored in containers
with sealed lids and shall be used in the order of receipt.

All pigments and primers used in the manufacture of paints shall conform to the
relevant Turkish, German, or British Standards. For special items, paint specifications shall be
as stated in the relevant clauses of this specification.

221 Painting

The preparation of paint, its application, and working conditions shall be carried out in
accordance with the appropriate painting technique and the relevant standards and specifications.
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2.2.2 Surface Preparation for Painting

Before applying paint to any surface, the appropriate surface preparation procedures
described in the Contract shall be carried out as follows and in accordance with the relevant
standards and specifications.

Areas contaminated with paint and grease shall be thoroughly cleaned with gasoline or

thinner. Where deemed necessary by the Administration, all surfaces shall be washed

with an approved liquid detergent solution, rinsed with clean water, and left to dry
completely before painting. Previously painted surfaces shall be cleaned by sanding or
other paint stripping and cleaning techniques to ensure adhesion of subsequent coats.

2.2.3 Cleaning

Manufactured equipment or materials shall be cleaned at the manufacturer’s works
before testing, and equipment or materials subject to hydraulic testing shall be thoroughly
dried before being subjected to any surface treatment. The cleaning process shall be carried
out as follows:

i) Bare Metal Surfaces

a) Sandblasting

Sandblasting shall be carried out in accordance with the technique and the relevant
standards, using fine cold iron grit or, where necessary, shot unless otherwise stated. Where
sand is used, it shall contain 90% or more silica with a low breakage rate.

The abrasive material used for sandblasting shall be free of foreign substances, and after
use any mixed-in materials shall be removed to the satisfaction of the Administration. The
minimum surface roughness (peak-to-valley depth) on sandblasted surfaces shall be about 50
microns.

Surfaces shall be protected for four (4) hours after sandblasting.

b) Acid Cleaning

Where necessary, steel surfaces shall be acid cleaned by an appropriate method in
accordance with the relevant standards and specifications. The first coat of primer shall be
applied as soon as the steel has dried and while it is still warm.

c) Flame Cleaning

All loose material on flame-cleaned surfaces shall be removed. The first coat of primer
shall be applied while the steel is still warm. The sequence of flame cleaning for steelwork
shall be planned and controlled to prevent distortion and warping.

11



d) Mechanical Cleaning

Mechanical cleaning shall be performed by grinding wheels, chipping hammers, or
needle guns, followed by brushing with a steel wire brush and normal brushing to remove all
loose material. Excessive polishing caused by prolonged use of rotary wire brushes shall be
avoided.

Mechanically cleaned surfaces shall be protected for four (4) hours after cleaning.

Note : Surface protection by methods (b), (c), and (d) shall only be carried out with the
written approval of the Administration.

ii ) Welds and Heat-Affected Surfaces

Unless otherwise specified in the specification, welds and heat-affected surfaces shall
be prepared for painting by the method specified in the Contract for the connection metal.

iii ) Painted Surfaces

Painted surfaces shall be cleaned of all dust immediately before the next coat of paint is
applied. Blistered paint and rust shall be completely removed. Areas contaminated with paint
and grease shall be cleaned with oil and grease solvent. Where deemed necessary by the
Administration, all surfaces shall be washed with an approved liquid detergent solution, rinsed
with clean water, and left to dry completely before painting. Previously painted surfaces shall
be sanded to ensure adhesion of subsequent coats.

2.3 Paint Storage

Paint shall be stored in sealed containers in a locked store where it will not be exposed
to excessively low or high temperatures. The store temperature shall be maintained between 4°C
and 27°C, and shall also be complied with the special storage conditions recommended by the
manufacturer. Paints that are not used within the shelf life indicated on the containers or within
12 months from manufacture (whichever is shorter) shall be returned to the store at the end of
each working day to be kept in sealed containers. This shall not be permitted for paints used by
mixing, such as epoxy-type paints. Before being reused, paint shall be thoroughly mixed, and
no new paint or thinner shall be added.

2.4  Paint Application

Preparation, application, and working conditions shall be carried out in accordance with
the appropriate painting technique and the relevant standards and specifications.

All prime coats, first coats, and topcoats shall be applied by brush or airless spray unless
otherwise specified.
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Successive coats shall be separate but compatible shades. All paint shall be supplied to
the painters from the store ready for use, and no thinner or other substances shall be added.

All painting works shall be carried out under the supervision of the painters. Paint shall
be applied to a dry surface prepared in accordance with the requirements of the “Surface
Preparation for Painting” clause. Paint shall not be applied under the following conditions:

* When the ambient temperature falls below 4°C or the relative humidity exceeds 90%.

= In rain, snow, fog, or dew.

= When there is condensation on steel or a likelihood of condensation.

Two-component epoxy-type paints shall not be applied when the temperature falls
below 5°C or the value required by the manufacturer, nor in situations where the temperature is
likely to fall below this during drying. Unless otherwise accepted by the Administration, each
coat of paint shall be applied in a manner that produces a continuous layer of uniform thickness,
using the method specified in the Specifications.

As soon as the first prime coat dries, an additional coat of paint of the same composition
but a different shade shall be applied by brush to edges, corners, crevices, bolt heads, rivet heads,
and welds. Successive coats shall be of different shades for identification, and each coat shall
be completely dry before the next coat is applied.

Dry paint film thickness shall be measured with an Elcometer or other instruments
approved by the Administration. To achieve the dry paint film thickness specified in the
Specification, the Contractor shall ensure that the manufacturer’s stated coverage is adequate to
obtain the specified thickness. Wet film thickness gauges may be used for control; however,
they shall not be used to control paints whose shelf life has expired as indicated by the
manufacturer, and paints approaching the end of shelf life shall not be mixed with fresh paints
or thinned with thinner.

Adhesion strength of the paint shall be measured by Adhesion Tests, and this adhesion
value shall not be less than 10 kg/cm?.

Fabricated steelwork to be stored before installation shall be placed or stacked properly
S0 as not to touch the ground and so that water or dirt does not accumulate on the surface.
Suitable spacers shall be placed between stacked materials. Where covers are used, ventilation
shall be provided. If shop-primed steelwork is to be stored in the open before painting, the

storage period shall not exceed the following:
Outdoor Exposure

Etchprimer.......................................Shall not be exposed
Etch primer over metal coating. .. ...................2 (two0) weeks.
Chromate-based primer. . ........................ 2 (two) weeks.
Zinc chromate—based primer. . .............. ..... 2 (two) weeks.



Zinc-rich primer 25/37 microns. . ......... ..........4 (four) weeks

2.5 Repair of Damaged Surfaces

Damaged paint areas shall be cleaned down to bare metal or, if present, to the metal
coating, and the edges of sound paint shall be feathered with sandpaper. If the metal coating is
damaged, the affected area shall be sanded to remove excessive rust, cleaned, and an additional
coat of an approved primer shall be applied. Thereafter, the entire painting system specified in
the Specification shall be reapplied, and the new paint shall extend at least 50 mm beyond the
perimeter of the damaged area.

2.6  Painting of Existing and Previously Painted Surfaces

In general, all surfaces shall be suitably cleaned by methods such as cleaning, sanding,
and degreasing, and may then be repainted with the finishing systems given in this Specification.
“Gloss Topcoat” or similar decorative topcoats may be applied to clean, dry, and well-prepared
surfaces without primer, etc.

Exposed surfaces shall be primed and normalized. If necessary, after priming, one coat
and a gloss topcoat shall be applied as detailed in the Specification. However, delicate surfaces
may generally be finished with only the topcoat. If two-component paints have been used and
adhesion of the new coat is difficult, lack of adhesion shall be remedied by the use of an etch
primer. Care shall be taken, as excessive use of such etch primers may create additional
problems.

2.7 General Paint Specifications and Applications

The Contractor shall provide all details of the preparation, material type, methods, and
sequence of works proposed to meet the requirements for corrosion protection of equipment and
apparatus. The Contractor shall provide details of properties such as the primary raw material
source of the materials, volatile content, nature of the solvent, epoxy percentage, number of
components, application type, coverage, interval between coats, recommended number of coats,
toxic properties, service life, and patch repair details.

For epoxy-based paints, the total amount of epoxy resin in the dry film shall not be less
than 25%.

Thinners shall not be used unless approved by the paint manufacturer. The
manufacturer’s instructions shall be strictly followed to prevent loss of adhesion and solvent
retention, particularly regarding the minimum-maximum intervals between coats and the
allowable temperature and humidity ranges during application. Care shall be taken to ensure
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full paint thickness at corners and edges. Particular attention shall be given to the application
of protective coatings after welding. The primer and subsequent coats shall be of different
colors.

Only metal surfaces that may be difficult to blast due to their location or shape may be
cleaned with power tools. These surfaces shall be finished to a quality fully equivalent (100%)
to a blasted or iron-grit-treated surface. If there are weld seams in these areas or if these areas
are not suitable for a powered disc, a pneumatic hammer (chisel) shall be used. Power-tool
cleaning shall be permitted after inspection by the Administration.

The Contractor shall submit a general color chart for review for all exposed surfaces of
the equipment. All topcoats shall be in the colors approved in this manner.

2.8  Protection During Transport

All equipment shall be adequately protected in the workshop or factory to ensure that
the metal is not affected by corrosion during transport, loading and unloading, storage, and
erection on site.

The Contractor shall provide the Administration with all details as to the extent to which
operations such as sandblasting, metal spraying, and painting are to be carried out at the
suppliers’ workshops, at the site before installation, or on-site after installation.

If it is decided that most of the painting work is to be carried out at site, a suitably
equipped paint shop shall be established with a specialist team experienced and skilled in
surface preparation under existing conditions and in the application of protective coatings.

2.9 Parts Embedded in Concrete
Cast iron or mild steel parts to be embedded at depths greater than 75 mm in concrete

shall be left unpainted. Immediately before concreting, the parts shall be thoroughly cleaned of
dirt, burrs, loose rust, paint, oil, lime, or any other coating.

2.10 Inspection and Tests
The coating application on machinery and equipment shall be inspected and checked at

various stages both at the manufacturer’s works and at site. Samples may be taken from paints
as equipment arrives, and tests deemed necessary shall be performed.
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The finished paint system shall be checked with measuring instruments to verify that
protection is of adequate thickness and free of pinholes, and adhesion shall be checked directly
by removing a small piece of the coating. The Contractor is obliged to provide all instruments,
tools, and facilities necessary for carrying out the tests required by the Administration.

2.11 Corrosion-Resistant Materials

Stainless steels, nickel-alloy cast iron, bronze, and materials used for sealing, bearings,
lighting equipment, etc., shall not be sandblasted or painted. Pipes of various diameters shall be
provided with cathodic protection in accordance with TSE Standards.

2.12 Boxes and Pipe Sections

Boxes and pipe sections shall be permanently airtight. All such sections shall be
completely dried with hot dry air before final sealing and painting are carried out. After sealing,
all sections shall be tested for airtightness.

2.13 Machined Surfaces

Machined surfaces such as gear teeth shall be coated with a thick layer of grease.

Machined surfaces such as shaft ends, underwater plates, and other bright metal parts
shall be coated with two coats of an anti-rust solution that can be easily removed when required.
Machined surfaces permanently bolted together, such as flanges, shall be painted with a thin
coat of anti-rust before assembly, and the topcoat shall be applied upon completion of assembly.

2.14 Manufacturer’s Standard Surface Finishes

Where it is customary for manufacturers of items such as pumps, electric motors,
switchboards, control panels, and similar equipment to carry out high-standard protective
painting themselves before dispatch, such finishes shall be accepted provided that they are at
least equivalent to the surface finish defined in the Specification.
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All details concerning such standard surface finishes by the manufacturer shall be
submitted to the Administration for approval prior to manufacture. Care shall be taken to ensure
that standard finishes are suitable for use in the special conditions of the various parts of the
plant.

2.15 Electrical Panels

Panels made of sheet steel shall be completely cleaned of rust and dirt by chemical
methods before painting and passivated against oxidation. They shall then be passed through
an iron phosphate bath for phosphating, and all surfaces shall be painted electrostatically with
epoxy—polyurethane powder paint. The exterior surfaces of such panels shall be in the color
specified by the Administration and shall have a minimum reflectance value of 42%.
Instruments shall be matte black, and control levers, pushbuttons, and similar fittings shall be
chrome-plated or otherwise of a type and form approved by the Administration.

2.16 Paint Systems

For the listed plant items, the following paint systems shall be used: Coatings shall be

carried out in accordance with BS 5493, DIN, NF, TS,
or equivalent Standards deemed appropriate by the Administration, and the systems shall be
applied so as to require no maintenance for at least 10 (ten) years.

System P1

LOCATIONS OF USE: External surfaces of steelwork buried in soil (except pipes)

PREPARATION: Sandblasting to SA 2.5 as per SIS 05 59 00-1967 Standard or

equivalent

PAINTING: shall be in accordance with BS 5493;

a) One coat of two-component epoxy primer containing anticorrosive pigment, 50
microns Dry Film Thickness (DFT)

b) Two coats of two-component coal tar epoxy (AWWA C210 or equivalent Standard),
250 microns total DFT

Total DFT of the paint system = 300 microns DFT

System P2
LOCATIONS OF USE: Internal surfaces of steelwork, pipes, valves, fittings, etc., in

contact with drinking water
PREPARATION: Sandblasting to SA 3 as per SIS 05 59 00-1967 Standard or
equivalent
PAINTING: shall be in accordance with BS 5493;
a) One coat of two-component epoxy primer containing anticorrosive pigment but not
containing lead or chromate pigment, 50 microns DFT
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b) Final coat certified for potable water service

— Three coats of two-component high-solids epoxy, 300 microns total DFT or
— One coat of two-component solvent-free epoxy paint, 350—-400 microns DFT
Total DFT of the paint system = 350-400 microns DFT

System P3
LOCATIONS OF USE: Steelwork and pipes not in contact with drinking water,

submerged or wet (high humidity), internal and external surfaces

PREPARATION: Sandblasting to SA 3 as per SIS 05 59 00-1967 Standard or

equivalent

PAINTING: shall be in accordance with BS 5493;

a) Two coats of two-component epoxy primer containing anticorrosive pigment, 100
microns total DFT

b) Two or three coats of two-component coal tar epoxy (AWWA C210 or equivalent
Standard), 250-300 microns total DFT

Total DFT of the paint system = 350-400 microns DFT

System P4
LOCATIONS OF USE: Steelwork exposed to the open air (such as outer surfaces of

pipes, penstocks)

PREPARATION: Sandblasting to SA 2.5 as per SIS 05 59 00-1967 Standard or

equivalent

PAINTING: shall be in accordance with BS 5493;

a) Two coats of two-component epoxy primer containing anticorrosive pigment, 100
microns total DFT

b) Two or three coats of two-component epoxy topcoat, 100-150 microns total DFT, or
two-component epoxy-resin—based polyurethane (aliphatic-based) topcoat, 250 microns DFT

Preferably light-colored paints shall be used.

Total DFT of the paint system = 200-350 microns

System P5
LOCATIONS OF USE: Steelwork in the open air that comes into contact with water

from time to time (e.g., bypass gates)

PREPARATION: Sandblasting to SA 2.5 as per SIS 05 59 00-1967 Standard or

equivalent

PAINTING: shall be in accordance with BS 5493;

a) Two coats of two-component epoxy primer containing anticorrosive pigment, 100
microns total DFT

b) One coat of epoxy intermediate coat, 50-100 microns DFT

¢) Two coats of two-component epoxy topcoat, 100 microns total DFT
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Total DFT of the paint system = 250-300 microns

System P6
LOCATIONS OF USE: Indoor machinery and pipes, cranes inside the pump house,

and various steelwork not exposed to the open air

PREPARATION: Sandblasting to SA 2 as per SIS 05 59 00-1967 Standard or
equivalent

PAINTING: shall be in accordance with BS 5493;

a) One coat of alkyd-based, oxidation-drying primer (long-oil) containing anticorrosive

pigment, 40 microns DFT

DFT

b) Two coats of alkyd-based (medium-oil) oxidation-drying topcoat, 80 microns total

Total DFT of the paint system = 120 microns

System P7
LOCATIONS OF USE: Pipes and steelwork to be wrapped and buried in soil

PREPARATION: Sandblasting to SA 2.5 as per SIS 05 59 00-1967 Standard or
equivalent

PAINTING: shall be in accordance with BS 5493;

a) One coat of two-component epoxy primer containing anticorrosive pigment, 50

microns DFT

b) To be wrapped with hot or cold-applied polyethylene wrapping in accordance with

TS 5139, AWWA C209, AWWA C214, or equivalent standards

System P8
LOCATIONS OF USE: Steelwork in open areas (such as walkways, stairs, handrails)

PREPARATION: Sandblasting to SA 2 as per SIS 05 59 00-1967 Standard or
equivalent

PAINTING: shall be in accordance with BS 5493;

a) Two coats of alkyd-based, oxidation-drying primer (long-oil) containing

anticorrosive pigment, 80 microns DFT

DFT

b) Two coats of alkyd-based (medium-oil) oxidation-drying topcoat, 80 microns total

Total DFT of the paint system = 160 microns

Note : Galvanized work in the open air may also be painted with this system for decorative
purposes.

System P9
LOCATIONS OF USE: Steelwork in open, damp areas where maintenance and repair

are difficult

PREPARATION: Sandblasting to SA 2.5 as per SIS 05 59 00-1967 Standard or equivalent
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PAINTING: shall be in accordance with BS 5493;

a) Two coats of two-component epoxy primer containing anticorrosive pigment, 100
microns total DFT

b) Two coats of two-component epoxy topcoat, 100 microns total DFT

Total DFT of the paint system = 200 microns

Coatings shall be carried out in accordance with DIN 8565 or equivalent standards
deemed appropriate by the Administration, and systems shall be applied so as to require no
maintenance for at least ten years.

2.17 Galvanizing and Metal Coatings

2.171 General

Surfaces for metal coatings shall be prepared in accordance with the following
standards:

e TS 914 or ISO 1459 Hot-Dip Galvanizing,

e TS 1715 or DIN 30674; Part 3, Electrolytic Coatings,

e TS 2967 or ISO 2063; Part 1, Sprayed Metal Coatings.

The nominal thickness of sprayed metal coatings to be painted afterwards shall be 100
microns.

All materials to be galvanized and fabricated parts shall be to the exact dimensions
shown or specified in the Specification, and operations such as welding, drilling, cutting,
threading, deburring, etc., shall be completed before galvanizing begins.

All galvanizing shall be carried out by the hot-dip method using zinc of at least 98%
purity. The zinc coating shall be uniform, clean, smooth, and as far as possible free of flakes.

The zinc coating shall have a weight of not less than 400 g/m* and a thickness of not
less than 0.6 mm.

No part likely to come into contact with oil shall be galvanized. Bolts shall be
completely galvanized, but the threads of all nuts shall remain uncoated.

All galvanized parts shall be protected against damage to the zinc coating during
transport, storage, and installation. Where the coating is damaged, it shall be cleaned until bright
metal is exposed, the surrounding galvanizing shall be feathered, and the area shall be painted
with a zinc-dust paint or other metallic compound coating.

Sampling and testing shall be carried out in accordance with 1SO 1459 or 1SO 2063, as
appropriate. All steelwork coated by metal spraying shall be protected within 4 (four) hours by
spraying with one coat of approved primer. Where only part of an assembled unit is to be
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metal-coated, the coating shall be applied before two coats of primer are applied to the
remaining portion of the unit.

2.18 Wrapping of Buried Pipes

All buried ductile iron and steel pipes and fittings used for discharge shall be coated
inside and outside and wrapped with a self-adhesive, cold-applied pipe wrapping. Pipes to be
used for drainage shall have internal insulation of bitumen coating and external insulation of
impregnated glass fiber wrapping in accordance with DIN 2461. The wrapping shall consist of
a bitumen compound of tropical grade with high rubber content, applied by extrusion together
with a durable PVC carrier of appropriate thickness.

The minimum PVC thickness shall be 0.76 mm, and the total wrapping thickness shall
not be less than 1.65 mm.

The minimum physical properties of the wrapping shall be as follows:

Tensilestrength . . .............. ...l 13.6 N/mm?2
Elongation........... ... ... ... . ... 230%
Abrasionresistance . .................. coceeeee ATN
Impactstrength . . .......... ... ... 1.2

Adhesion (180° peel) according to ASTM D 10000 .. ..21.7 N/cm
Dielectricstrength .. ........... ..ot eee.20 000 V minimum
Operating temperature .. ................ccoeveren......20°C = 75°C
Insulation resistance . ... .............. ................1 000 000 megaohm
Application

All pipes shall be prepared in accordance with System P7.

Dry and thoroughly cleaned pipe sections shall meet the Specification requirements and
shall be wrapped with a 150 mm wide glass fiber wrapping tape with a minimum overlap of 25
mm. The tape shall be tensioned appropriately to ensure that it lies smoothly on the pipe. At
least 100 mm at the pipe joint end shall be left unwrapped.

All field joints shall be wrapped with the same insulation material in accordance with
good practice after the pipe has been laid and welded.

Pipe joints, exposed metal surfaces, and existing coatings shall be cleaned as previously
specified and coated with bitumen. Before applying the wrapping, the sharp edge of the terminal
wrapping shall be made triangular by means of a hand-applied molding compound of bitumen-
compatible filler, so that the wrapping adheres fully to the joint area.

Insufficient use of the bitumen compound may cause shrinkage and air entrapment in
the wrapping, leading to rejection of the wrapped joints. The tape wrapping shall then be carried
over the prepared joint area and overlapped by at least 75 mm onto the pipe body wrapping,
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using a 100 mm wide tape with a 50 mm overlap. During wrapping, sufficient tension shall be
applied to ensure full conformity with the joint area.

When a roll of wrapping tape is finished, the next roll shall overlap the previous one by
at least 150 mm.
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3. ACRYLIC-BASED EXTERIOR AND INTERIOR COATINGS (Blockfiller, Glazol,
Metal Primer)

3.1 Exterior Coating

Despite its water-impermeability, it has breathability (vapor permeability). This
property stems from the Acrylic Emulsion in its mixture.

With adhesion to the applied surface, it penetrates into the material surface.

Chemical Composition:

Consists of Acrylic Emulsion (AC 33 copolymer, 46% solids),

Titanium Dioxide — Rutile,

Monoethylene glycol,

Calcium carbonate,

Oxytol,

Water,

Asbestos,

Talc,

Powder silica (Quartz 300 mesh),

Glass powder (300 mesh),

and additionally contains Noudex (Duration name — it) against bacteria and mold.

3.2 Interior Coating

As a material it differs from the exterior coating by having finer and smaller amounts of
filler materials. It attains impermeability after Glazol. A surface is obtained that is wipeable,
scrubbable, impact-resistant, and unaffected by acidic and alkaline solutions and ammonia.

Chemical Composition:

Consists of Acrylic Emulsion (AC 33 copolymer, 46% solids),

Titanium Dioxide — Rutile,

Monoethylene glycol,

Calcium carbonate,

Oxytol,

Water,

Asbestos,

Talc,

Powder silica (Quartz 300 mesh).

Dot Material is the same as this mixture, while Mesh Material contains acrylic resin.
Metallic gildings are obtained by adding metal powders instead of pigments.
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3.3

Blockfiller

It is used to fill plaster roughness and to prepare a surface at the level of gypsum plaster.

The plaster must be at screed level. It can be applied to damp surfaces. Sanding shall be done
after each coat dries. The number of coats of Blockfiller depends on the good, troweled finish
sand achieved at the plaster screed.

3.4

Chemical Composition:
Consists of Acrylic Emulsion (AC 33 copolymer, 46% solids),
Calcium carbonate,

Monoethylene glycol,
Oxytol,

Water,

Asbestos.

Glazol Transparent

It provides the surface with impermeability. It also results in a surface suitable for

impact, abrasion, and cleaning.

3.5

Chemical Composition:

Paraloid B-66

Acrylic resin

Plasticizer

Amberlac

Aromatic thinner

Slow thinner.

In Colored Glazol, Titanium dioxide and colored pigment are additionally present.

Metal Primer

Metal Primer is a material prepared with Iron oxide and Zinc chromate. It has adhesion

capability to all metallic surfaces. It is also resistant to dilute solutions of acids and alkalies, and
up to +3000°C.

Due to the lower density of iron-oxide zinc chromate, compared to red lead (prepared

with lead oxide), it contains more material per liter and covers a larger area. The material is
suitable for considerable thinning. Metal Primer can also be used as a thinner. The material,
which can be applied by brush, roller, or spray gun, is red and olive in color. In addition, the
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super Metal Primer material is prepared on the same basis but is a topcoat material. Its color is
dark gray.

3.6 Coating of Plaster or Bare Concrete with Acrylic-Based Material

Protrusions and loose parts on plaster or bare concrete are removed with a spatula.

On plastered surfaces, the surface is smoothed with a mosaic rubbing stone.

If the bare concrete has come out poorly and has localized blistering, it shall be repaired.
Processed surfaces are swept. They are rendered completely dust-free. If the plaster and bare
concrete are fully dry or slightly wet, good results cannot be obtained. In hot weather, the
surface must be washed.

The material in its original packaging is opened and used directly. The material can be
applied down to —4°C.

Any desired color can be selected to obtain a rough or smooth surface. The material is

applied by brush or roller or sprayed with a spray gun. If color is to be
applied to window and door edges, the areas hitting the edges are cut in with a brush and
application continues with a roller. After the first coat dries within 0.5-2.0 hours, the second
coat is applied to complete the process.

For spray-gun applications, window and door edges must be masked. For masking,
packaging papers are cut into 0.50 m strips. On the other hand, with masking tapes, the
packaging papers are prepared so that half of the tape adheres to the paper. The other adhesive
edge of the tape is adhered to the area to be masked, the non-painted part is covered, and the
work is started. The application is completed by applying two coats.

Although the material sets in 0.5-2.0 hours, the full drying time is 4 days. When working
with a roller, using the roller in various directions prevents loss of labor and materials.

At the end of the daily work, turning the scaffold planks upright prevents dust on the
planks from being splashed onto the facade by possible nighttime rain, thereby avoiding loss of
labor and materials.

3.7 Carrying Out Interior Coating and Auxiliary Material

The plaster on the surface to be interior-coated must not be wet. All kinds of protrusions
and loose parts are scraped off with a spatula. Hollows are filled with blockfiller putty.
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3.7.1 Masking

Packaging papers are cut into 0.50 m strips, and on the other hand, adhesive tapes
(masking tapes) are half-adhered to the cut papers. The other half of the tape is adhered to the
place to be masked, and the other parts are concealed.

3.7.2 Filling

The blockfiller filling material, well mixed in its package, is rolled onto the wall and
gathered with a spatula after 10 minutes. The collected thick-consistency material is used to
fill cracks and voids. In the first coat, 1.000 kg of material per square meter is consumed.
After the surface dries, it is sanded with number one sandpaper. For the second coat, 0.380 kg
of the same material is applied and smoothed in the same manner. After the surface dries, it is
sanded.

3.7.3 Application of Material

Interior coating is applied 24 hours after the application of the filling material
blockfiller. The material in its package is thoroughly mixed, applied to the surface with a roller,
and gathered with a spatula. Depending on temperature and humidity, the coating that dries in
0.5-21.0 hours is smoothed with number zero sandpaper. For this coat, 0.250 kg of material per
square meter is consumed. On the surface ready with the first coat, 0.230 kg of material is
applied under the same conditions as the second coat.

For Ev—Rok application, when compressor and spray gun are used, an air pressure of
20 kg (or 45 pounds) and a material pressure of 13.50 kg (or 30 pounds) yield the best result.

3.7.4 Glazal Application

After the applied coating has dried, Glazol material, colored or transparent, is applied
by roller or brush at a consumption of 0.150 kg per square meter. When compressor and spray
gun are used, air pressure shall be 16 kg (or 35 pounds), and material pressure shall be 2.5-7 kg
(or 5-15 pounds). When the hose is short, pressure values are kept low; when it is long, the
pressure value is increased.

If dot or mesh pattern is desired on the coating, the patterns are applied before Glazol
application. Metallic ornaments are applied after Glazol.
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3.75 Dot Manufacture

There are two types of dot manufacture:
. Dots partially embedded into the coating surface.

. Dots not embedded into the coating surface.

To partially embed the dots, the coating surface must be wet. In both methods, the dot
material shall have an air pressure of 9-16 kg (or 20—30 pounds) and a material pressure of 4.5—
9 kg (or 10-20 pounds), and approximately 70 kg of dot material per square meter is consumed,
depending on the desired speck size (the higher the material pressure, the larger the specks). If
a second color dot is desired, the same process is repeated.

After this manufacture dries, Glazol (transparent) is applied.

w
~N
(o))

Mesh Manufacture

ot

It is applied to the dried coating surface by changing the spray-gun nozzle. It is applied
separately in two colors. Air and material pressures are the same values as in “Dot
Manufacture.”

3.7.7 Metallic Ornaments

Unlike the mesh and dot patterns, in this application they are applied after Glazol, and

the pressure values are the same as in “Dot Manufacture.”

3.8 Surface Preparation

3.8.1 Dusty Surfaces

Dust and mold on all kinds of surfaces are cleaned with tools such as stiff brushes and
twig brooms and wiped with “Cleaner.”

382 Qily Surfaces

There must be no oil on the surface. Metal surfaces are wiped until clean. Qils on
absorbent surfaces such as concrete, screed, and mosaic are washed abundantly with detergent
water. Final plugging is done, and after drying, it is washed again and the surface is cleaned.
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3.8.3 Wet Surfaces

The surface is uniformly dried and abundantly washed with “Cleaner”; if water is
coming under pressure, no application is made and efforts are made to reduce the pressure. In
enclosed surfaces, ventilation is expedited with extract fans.

3.8.4 Rusty Surfaces

Depending on the rust condition of the surface, cleaning is done by means of
sandpaper, wire brush, hammer, or sandblasting, and it is swept and wiped with “Cleaner.”
It is essential that no burrs or rust remain on the entire surface.

3.8.5 Foreign Coating Material

All kinds of coating materials must be completely removed from the surface. This type
of material is cleaned by burning, sandblasting, paint stripper, wire brush, and similar tools.
The surface is washed with “Cleaner.”

3.8.6 Copper or Aluminum Surfaces

To be able to apply, the oxidized part is removed. Sandblasting or scoring the surface
with a wire brush gives good results. If high adhesion is not desired, prior etching in an
alkaline or sulfuric acid chromate bath is required.

3.9 Occupational Safety
Although the materials are non-toxic, the workplace must be ventilated during work. In
enclosed spaces, work is performed with an activated-carbon mask (manufactured by M.K.E.

Institution). Materials must be kept away from fire, and smoking near them is prohibited.
Although the material does not corrode the skin, working with rubber gloves is preferred.

3.10 Storing

Packages must be tightly closed, protected from cold and heat, mixed before use, and
tightly closed again after taking the material to be used.
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3.11 Elastomeric Resin—Based Liquid Plastic Coating

Due to its water-impermeability and elasticity, it is used alone or together with glass
veil for waterproofing.

Chemical Composition:

Elastomeric resin, 50% by weight (liquid)

Solvent, 4% by weight (liquid)

Trichloroethyl phosphate, 4% by weight (liquid)

Surface-tension adjusters and wetting agents, 2% by weight (liquid)

Auxiliary additives providing bacteriostasis, flow control, and homogeneity, 5% by
weight (liquid)

Titanium dioxide, fillers and pigments, about 35% by weight (powder)
It is applied by diluting with as much water as required for application viscosity.

3.11.1 Storage, Transport

. The material must be sealed airtight, and care must be taken not to puncture the
packages. Proper care must be taken during transportation.
. Do not stack more than 3 (three) tiers.

. To prevent rusting of the packages, wooden grating shall be placed underneath
and storage shall be in enclosed places.

3.11.2 Points to Consider in Coating Vertical or Horizontal Surfaces with
Liquid Plastic Coating for Waterproofing

. Before application, surfaces made of materials such as concrete, wood, metal,
ytong, plaster, asbestos cement, plastic, bitumen, etc., must be cleaned and washed free of oil,
dust, and dirt; excessively alkaline surfaces must be neutralized with 1% hydrochloric acid and
washed with clean water.

. After surface preparation, the elastomeric resin—based liquid plastic coating is
applied to the surface by airless spray or roller so that at least an average of 1.65 kg per square
meter is used, with one diluted coat to form an adhesion bridge and the other two coats applied
without dilution.

3.11.3  Elasticity

The material shall retain its elasticity and shall not fracture between —20°C and +90°C.
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