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FIELD SPECIFICATION FOR THE COATING OF UNDERGROUND STEEL PIPE

1.0 SCOPE OF WORK

1.1 THIS SPECIFICATION IS USED IN CONJUNCTION WITH
FACTORY COATED PIPE, SUCH AS, BUT NOT LIMITED TO: TAPE, COAL
TAR ENAMEL, EXTRUDED POLYETHYLENE, OR FUSION BONDED EPOXY..
THE PROCEDURES OUTLINED COVER THE FOLLOWING AREAS:

1> WELDED JOINTS
2> BENDS, ELBOWS, TEES
3> FIELD FABRICATED PIPE
4> COMPRESSOR AND PUMP STATION PIPING
5> OFF-SHORE JOINTS! PIPING
6> PATCHING OF FACTORY APPLIED COATINGS
7> RECONDITIONING OF INSTALLED PIPELINES
8> PATCHING OF" OVER-THE-DITCH" COATINGS
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1.2 IN ADDITION, AN APPENDIX COVER THE METHOD OF COATING
IRREGULAR SURFACES SUCH AS BOLT STYLE MECHANICAL
COUPLINGS, VALVES, ANODE CONNECTIONS AND OTHER DIFFICULT
SURFACES.

2.0 REFERENCES

2.1 THIS WORK SHALL COMPLY WITH THE APPLICABLE
PROVISIONS OF THE FOLLOWING:

2.1.1 STEEL STRUCTURES PAINTING COUNCIL (SSPC)

1> SP-1 SOLVENT CLEANING
2> SP-2 HAND TOOL CLEANING
3> SP-3 POWER TOOL CLEANING

2.1.2 OPTIONAL

1> SP-6 COMMERCIAL BLAST CLEANING

2.1.3 ANSIIAWWA C203
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3.0 MATERIALS

3.1 TC OMNIPRIME

3.2 TAPECOAT20 (58 MILS)

3.3 TAPECOATTERRASHIELD(1/2")

4.0 SURFACE PREPARATION

4.1 ALL BARE STEEL SHALL BE FREE OF DUST, DIRT, GREASE,
OILANDOTHER FOREIGN MATTER. PRACTICALREMOVALCAN BE DONE
j3Y EITHER POWER OR HANDWIRE BRUSHING. GREASE AND OIL CAN
BE REMOVED BY USE OF A SOLVENTTHATLEAVESNO OILYOR DUSTY
FILMREMAININGON THE STEEL SURFACE.

4.2 WELDS SHALL BE CLEANED OF ALL WELDING SLAG,
SPLATTER, AND SCALE. SHARP EDGES OR BURRS SHALL BE
REMOVEDBY GRINDING OR FILING.

4.3 THE WELD SHALL BE NO MORE THAN "WARM TO THE
TOUCH" BEFORE PRIMINGANDTAPING.

4.4. MOISTURE, IF PRESENT, SHALL BE REMOVED BEFORE
PRIMING ANDTAPING.

5.0 PRIMER APPLICATION

5.1 AFTER PROPER SURFACE PREPARATION, TC OMNIPRIME
SHALL BE STIRRED AND APPLIED SPARINGLY IN A UNIFORM
CONTINUOUS METHOD TO THE STEEL SURFACE AND AT LEAST 4"
ONTO THE FACTORY COATING, OBTAINING A 1-2 MIL DFT.

5.2 APPLICATIONMAY BE BY BRUSH OR ROLLER.

5.3 PRIMER SHALL DRY TO TOUCH BEFORE APPLYING
TAfPECOAT 20.

I 5.4 NO FOREIGN MATTERSHALLCOME IN CONTACT WITH THE
PRIMEDSURFACES PRIOR TO APPLYING TAPECOAT 20.

I 5.5 PRIMING APPLICATION SHALL BE LIMITED TO THAT AMOUNT

OFf PIPE THAT CAN BE WRAPPED DURING THE SAME WORKDAY;
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OTHERWISE THE STEEL MUST BE REPRIMED. REPRIMING MAY NOT
TAKE PLACE UNTIL ALL DUST. DIRT AND OTHER FOREIGN MATTER HAS
BEEN REMOVED. IN ADDITION THE SURFACE MUST BE DRY BEFORE
REPRIMING.

6.0 TAPE APPLICATION

6.1 TAPE SHALL BE USED TO COAT ALL MISCELLANEOUS PIPE
DELIVERED BARE TO THE FIELD SUCH AS, BUT NOT LIMITED TO, BENDS,
ELBOWS, CUTOUTS, STRAIGHT RUNS, WELDED JOINTS AND PATCHING
OF THE FACTORY APPLIED COATING.

6.2 PROPER APPLICATION OF TAPECOAT 20 IS OBTAINED BY USE
OF A PROPANE TORCH WITH A WIDE MOUTH BURNER HEAD. A C68-B
WELD IT TORCH IS RECOMMENDED. TAPECOAT 20 IS APPLIED AFTER
PROPER SURFACE PREPARATION AND PRIMING BY HEATING THE
COATING SIDE -NOT THE FILM SIDE- LIGHTLY WITH THE PROPANE
TORCH TO OBTAIN A SOFTENING OF THE PITCH, CAUSING THE TAPE TO
HAVE A SMOOTH GLOSSY FINISH. ONLY ENOUGH TAPE SHOULD BE
HEATED THAT WILL REMAIN IN A SEMI-LIQUEFIED STATE DURING
APPLICATION. APPLICATION PROCEEDS, ALTERNATELY HEATING THE
COATING SIDE AND WRAPPING WITH MINIMUM OVERLAP UNTIL THE
ENTIRE SURFACE IS COATED.

6.2.1 IF A 55% OVERLAP OF MATERIAL IS REQUIRED (FOR A
TOTAL OF APPROXIMATELY 116 MILS - 2 LAYERS) THE APPLICATION
PROCEEDS, ALTERNATELY HEATING AND FLASHING WITH THE TORCH
TO THE FILM OF THE FIRST LAYER OF TAPE THAT HAS BEEN APPLIED
AND WRAPPING WITH A 55% OVERLAP UNTIL THE ENTIRE SURFACE IS
COATED.

6.2.2 WHERE THE PLASTIC FILM HAS BEEN FLASHED OUT
(REF: 6.2.1) THE FIRST LAYER MAY HAVE RESIDUAL MELTED PLASTIC
FILM ON THE SURFACE OF THE TAPE - THIS IS ACCEPTABLE. IN
ADDITION, AS THE PLASTIC FILM IS FLASHED OFF, HEAT BUBBLES WILL
OCCUR - THIS IS NORMAL. IT IS NOT NECESSARY TO FLASH OFF THE
FINAL LAYER OF PLASTIC FILM ON THE SECOND LAYER OF TAPE.

6.3 FOR WELDED JOINTS THE TAPING SHALL START AND STOP
AT LEAST 4" ONTO THE FACTORY WRAP.

6.3.1 CARE SHALL BE TAKEN THAT THE TAPE CONFORMS
TO THE "CUTBACK" OF THE FACTORY COATING AND THE WELD AREA.
NO VOIDS OR WRINKLES CAUSED BY IMPROPER APPLICATION IS
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ALLOWED. STRETCH AND TENSION WRINKLES DURING APPLICATION
ARE ACCEPTABLE.

6.4 THE REPAIR AND PATCHING OF THE FACTORY COATING IS
MADE BY REMOVING ALL LOOSE OR DISBONDED MATERIAL FROM
AROUND THE AREA OF THE "HOLIDAY". NO SHARP POINTS, BURRS,
OR ROUGH EDGES SHALL APPEAR AROUND THE FACTORY COATING
EDGES. THESE EDGES SHALL BE "FEATHERED" SMOOTH, PRIOR TO
APPLICATION OF THE PRIMER AND TAPE.

6.4.1 REFER TO SECTIONS 4.0 AND 5.0 FOR PROPER
SURFACE PREPARATION AND PRIMER APPLICATION.

6.4.2 THE EXPOSED AREA OF STEEL SHALL BE REPAIRED
USING THE SAME SYSTEM OF PRIMER AND TAPE AS REFERRED TO IN
SECTIONS 5.1 AND 6.2.

6.4.3 PATCHED AREAS SHALL OVERLAP THE ADJACENT
UNDAMAGED FACTORY COATING A MINIMUM OF 2 INCHES.

6.4.4 THE TAPE SHALL BE WORKED DOWN ONTO THE
SURFACE OF THE STEEL, SO AS TO LEAVE NO WRINKLES OR VOIDS
APPEARING ON THE NEW PIECE OF TAPE THAT IS IN CONTACT
WITH THE STEEL.

6.4.5 PINHOLES SHALL BE TAPE OVER WITHOUT PRIMING
WITH A MINIMUM OF 4 SQUARES INCHES OF TAPE.

7.0 HOLIDAY DETECTION

7.1 TINKER & RASOR MODEL A-P HOLIDAY DETECTOR WITH
BRUSHES OR COIL SPRINGS SHALL BE USED IN ACCORDANCE WITH
THE MANUFACTURES RECOMMENDATIONS. VOLTAGE SHALL NOT
EXCEED 7,000 VOLTS IN A SINGLE LAYER APPLICATION AND 12,000
VOLTS IN A 55% OVERLAP OR DOUBLE LAYER APPLICATION.

7.2 HOLIDAY DETECTION SHALL TAKE PLACE ONLY ONCE, JUST
PRIOR TO BACKFILLING AND AFTER ALL WELDED JOINTS AND OTHER
MISCELLANEOUS PIPE AS REFERRED TO IN SECTION 6.1 HAS BEEN
COATED WITH TAPECOAT 20.

7.3 AN EXCEPTION TO 7.2, IS WHEN PIPE HAS BEEN WRAPPED IN
A "SHOP" OR "PLANT" SET-UP AND SHIPPED TO ANOTHER LOCATION. IN
THIS CASE, HOLIDAY DETECTION MAY TAKE PLACE PRIOR TO LEAVING
THE SHOP OR PLANT. AFTER THE PIPE REACHES ITS FINAL
DESTINATION, SECTION 7.2 WILL PROCEED.
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7.4 ALL HOLIDAYS DETECTED SHALL BE REPAIRED IN
ACCORDANCE WITH SECTION 6.4.

8.0 STORAGE, HANDLING AND SHIPPING

8.1 COATED PIPE SHALL BE HANDLED AND STORED IN SUCH A
MANNER AS TO PREVENT DAMAGE TO THE COATING.

8.2 ALL BOOMS, HOOKS, FORKS, SUPPORTS, SKIDS AND OTHER
DEVICES USED TO MOVE AND HANDLE COATED PIPE SHALL BE PADDED
TO PREVENT DAMAGE TO THE COATING.

8.3 PIPE SHALL BE SHIPPED USING SUFFICIENT PADDING AND
DUNNAGE TO ADEQUATELY PROTECT THE PIPE COATING. CHAINS
AND STEEL BANDS SHALL NOT BE USED.

9.0 BACKFILL

9.1 BACKFILL ADJACENT TO THE COATED PIPE SHALL BE FREE
OF SCRAP, STICKS, LARGE STONES, ROCKS OR OTHER DEBRIS WHICH
WOULD TEND TO DAMAGE THE COATING.

10.0 ROCK SHIELD

10.1 TERRA-SHIELD SHALL BE USED OVER THE FINAL COATING,
WHERE IT HAS BEEN DETERMINED THAT THE BACKFILL, HANDLING OR
INSTALLATION WILL BE DETRIMENTAL TO THE COATING.




