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Appendix 4 MFT-S-002 Paint Procedure

MFT Paint Specification Sa2.5 Grit Blasting

Applicable for:

All external Areas experiencing high Relative Humidity > 95%, Salt Spray Corrosive Environment,
Sand and Dust in the Air.

Surface Preparation:

Oil and grease etc. to be removed by emulsion cleaning. Entire area to be (high pressure)
fresh water cleaned in order to remove salts and other contaminants. When the surface is
dry: Abrasive blasting to minimum Sa 2% according to ISO 8501-1:1988 with a surface
profile corresponding to Rugotest No. 3 BN 10b.

Typical System Application using Hempel Solution

Film thickness  Theoretical spreading  Application methods Recommended
Treated area Shade no. (micron) e Raller Mozzle  Norzle
Product name (including quality number) % Shade Wet  Dry (sqmittr) Brush Spray  ONGe  pressure
HEMPADUR ZINC 13360 fle | Red-grey 19830 100 30 100 bt £ M7-021" 1500ar
HEMPADUR MASTIC 45880 fle | Off white 11630 25| 200 18 X x| M7-023" 250bar
HEMPATHANE TORPCOAT 55210 fle | White 10000 100] 50 98 PO D0 x| 019" 150 bar
thfouchup  fic: full coat | Totaldft ann X Recommended (X): Possigle
Recoating intervals. Ample ventilation Hrs=Hour(s) ~ Mih=Month(z)  N/R=Not Recommendad
DFT.
Recoated wifh 40°C c 0°C 10°C 0°C -0
Qualty n (micron) qualty no M, Max | Min Ma | Mn Max | Min  Max | Min Max | Mn Max
15360 el 45880 75Min - 9Day| 2Hre 15Day| 4Hrs 30Day| 10H= 75Day NR  NR MR NR
45380 200 3510 BHs 40Hrs| BHs S4Hw| 10Hs T72Hs| 30Hs  9Day| %Day 27Day| 7Day 52Day

General Remarks:

Normal good painting practice must be followed throughout the entire painting procedure.

All edges to be chamfered or filleted by not less than 2 mm.

Stripe coating before application of each coat is recommended on all edges, corners, welds etc.
The specified high film thickness can best be obtained by airless spray application. If another
application method is used more applications are necessary to achieve the specified dry film
thickness.

Application shall ensure a high adhesion application which will have to be proved to the Client via
the application cross-cut tests using both ASTM D 3359 Test Method A and ASTM D 3359 Test
Method B.

Product information: Mixing rafic | Potlfe | Dryfo touch Flash Application restrictions
Volume | Curing | volume point Min. Temp. Max. RH%
Shade no| solids% | agent 0°C 20°C E Thinner 5T
HEMPADUR ZINC 15360 19830 50 35740 4:1 Eh 2h 30 08450 10
HEMPADUR MASTIC 43880 11630 IH] 95880 3 th 4h 33 08450 5
HEMPATHANE TOPCOAT 55210 10000 43 35370 7:1 4h Bh 33 08080 -10




