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This procedure is applied to the surface treatment and oil flushing for LO circulating
pipeline of 600TEU container vessel.
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Purpose: surface treatment for pipe fittings of LO system and pressure flushing for

pipelines, accessories and valves to be camied out to remove mechanical impurities

caused by fabrication and installation and ensure normal ninning of LO system.

Z: [ FrifE Reference Standards:
1. CB/T 3790-1997 (MAHAE TN T HAR M)
CB/T 3790-1997 (Processing Technology Conditions for Vessel Pipes)
2. CB*/2345-85 (FAR 28 A0 BN 2 e T HI B A D
CB*/7345-85 (General Specifications for Vessel Piping Arrangement and Installation)
3.CB/T 3760-1996 (AN . WE . FBE RIS
CB/T 3760-1996 (Chemical Cleaning for Steel, Copper and Aluminum Pipes,)
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Process: pre-fabrication at lofting pipe workshop—tightness test— pipe fitting on
board— pipeline dismantlement, surface treatment . outside painting for pipes—
pipe bore pickle flushing . fresh water flushing. passivation, dry air blowing—both
ends blanking off —pipe installation on board—oil flushing, Class survey—Class
survey for M/E LO—system performance test
2 $#{EZ K Operation Requirements
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Welding for all pipe fittings to be camied out according to drawings and welding seams
to be grinded
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Tightness test to be camried out after pipeline fabrication is completed.
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Pipe fitting on board to be carried out after tightness test. During pipe fitting on board,
pipes to be installed in place on board batch by batch according to the installation
sequence.
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After pipe fitting on board, lofting pipes and reshaping and reshaping and positioning
pipes to be dismantled and moved to workshop for surface treatment. Afterwards, fresh
water flushing. surface passivation, and the outside surface to be dried and painted.
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After surface paint coating, bore pickle flushing in a circulating system of the pipelines
connected by acid-proof pumps. Flushing lasts for no less than 24h. Pipeline cleanness
is regarded as reaching the standard if there is no hard grains and large area of smudge
within 1h flushing. Shipowner Representative (hereafter Shipowner) should be present
during this process.
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After pickling, the pipeline bores to be flushed with clean FW and ph value of pipe
surface to be tested every 1 hour When ph valve of the pipe surface is between 7 and
10,continue to flush 1h. Passivate for 10 min. And then blow pressure air.
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After flushing, both ends of the pipelines to be blanked off by tin foil adhesive tape and
lifted to board in separate pallets for installation.
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During pipe installation on board, the pipes to be installed in place on board batch by
batch according to installation on board. Ensure that only one tin foil adhesive tape end
cover for one connection of one pipe is opened during installation. Simultaneously
opening of several pipe end covers is forbidden to prevent the well-cleaned and
qualified pipes from being polluted during installation.
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When the LO pipes are installed in place on board, special circulating oil pumps, filters
and circulating oil tanks to be adopted. LO used for the system to be used for oil
flushing. Flushing oil sample to be inspected before operation and its qualification to be
ensured. Before flushing, to dismantle the valves and accessornies of the system, and to
blind the LO inlet/outlet to ME/AE etc. with clean blank flange and connect the bypass
pipes to form a circulation. Make sure that the system should have favorable tightness
before oil flushing. The filter should be check every 1 hour during system oil flushing
which should be carried out continuously and last for no less than 10h. In order to
facilitate flushing, the pipelines to be knock by a mallet to increase oil flow speed in the
pipeline. The shipowner should be present during this process.
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Inspection for oil flushing to be camied out at the presence of Shipowner. Flushing oil
sample to be taken at the end of the LO flushing system. The oil sample to be sent for
analysis to inspection department together with Shipowner and Quality Control man.
The flushing standard of LO pipelines should reach NAS 1638 10.
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M/E LO tank to be cleaned. Make sure there is no residue at every dead comer. And the
result is approval led by Ship owner and Quality Control man.
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After all relative tests and cleaning procedures done, and found satisfactory, flushing oil
used to be totally drained from the system. Air blow the system to ensure that no
flushing oil left in the system. Fresh engine oil can then be poured/pump into the
system. This completes the cycle of the proper treatment of oil pipes.
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System Performance Test: After pipeline oil flushing, well-cleaned blind flanges to be
used for segregating control components and functional test to be carried out for every
circuit. Oil pumps and filters for the system to be used for test. At first, low pressure
circulation to be camied out to get rid of air in pipelines. Then every circuit to be
pressurized to the required pressure that should be maintained 10min. Check if there is
any leakage of the circuits. If there is abnormal sound in the system, the test should be
stopped until the cause is found and solved thoroughly. The cleanness of filters to be

checked during the test. The test can be stopped until there is no dirt on filter screen.
Then blank flanges to be dismantled to store system operation condition.




