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Inspection Agreement

AR Vessel: 53000DWT Bulk Carrier
fii*5 Hull No.: CX4231

FEHEE A M Flag/Port: T [E/ Eifg China/Shanghai
#igi4t Class: CCS

7K B0 B R AL BEANRSES FE AT S0 O AT AR M) AR R IE B — 80 JF BAF S IMO g2 43
R MSC.215(82)AHKRE K . HZ AN, Z WA BARRUE o

The inspection of surface preparation and coating processes for dedicated seawater ballast tanks have
agreed upon between the Ship Owner, the Shipyard(Builder) and the Coating Manufacture and shall
be accordance with IMO Resolution MSC.215(82). For further details, please refer to the subsequent
pages of this document.

% Signatures:

For the Ship Owner:

Shanghai Time Shippings Co. Ltd.

For the Builder:
it

Chengxi Shipyard Co. Ltd.

For the Coating Manufacture:

TR

PPG Coatings (Kunshan) Co. Ltd.

Date of this agreement:

KB EIARIRAZ CCS MR ALH A, AU BSCK AR EIREEAR T (CTR) .
A copy of this agreement, signed by all parties, shall be presented to the CCS for review, and the
inspection agreement shall be included to the Coating Technical File(CTF).
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Chengxi Shipyard Co. Ltd. (hereinafter called Builder) shall be built the 53000DWT bulk carrier
(Hull No. is CX4231) for Shanghai Time Shippings Co. Ltd. (hereinafter called Ship Owner), and the
dedicated seawater ballast tanks of the vessel shall use the paint products which provided by PPG
Coatings (Kunshan) CO. Ltd. (hereinafter called Coating Manufacturer). In order to comply with the
requirements of IMO resolution MSC.215(82) “Performance Standard for Protective Coatings for
dedicated seawater ballast tanks in all types of ships and double-side skin spaces of bulk carriers’
(hereinafter referred to as PSPC), the Ship Owner, the Builder and the Coating Manufacturer has been
agreed the following agreement after friendly consulted.

1. B
General

1.1 A UBCE R P SCNRESCBS 1), AT E, DRSO e,

The agreement is written in Chinese and in English. Both language versions are equally authentic. In
the event of any discrepancy between the two aforementioned versions, the Chinese version shall
prevail.

1.2, AU BULAEW L PSPC HORZRTHTR T, B E PR MR i mip], SM T FRbrdeR s g
FKAEARANE [ o 55T N IRBRAERISCAF 2 A0 ) BRI SRR LK, AR 4 FR G i 5 7] P AH
KT YIRS -

The agreement is considered for the purpose of PSPC requirement, according to International coating
standards and refer to requirements of documents as following. In case of any further requirements
arised by new rule and/or regulation, the Ship Owner and the Builder shall further discussed and settle
this matter refer to the building contract.

a) IACS PR34 “JCT1E IACS HUET A I 45 # 3L R YE Hh S MSC.215 (82) U@L i) IMO {4
PRIETERERRUHE (PSPC) (11 IACS FEFEK”

IACS PR34: IACS Procedural Requirement on Application of the IMO Performance Standard for

Protective Coatings (PSPC), Resolution MSC.215(82), under IACS Common Structural Rules for Bulk

Carriers and Oil Tankers;

b) IACS Ul SC223 “sLjifi MSC.215(82) ¢ BUd il - iR 2 Efebr it (PSPC) M4 —fifk” ;
IACS Ul SC223: For Application of SOLAS Regulation I1-1/3-2 Performance Standard for Protective
Coatings (PSPC) for Dedicated Seawater Ballast Tanks in All Types of Ships and Double-side Skin
Spaces of Bulk Carriers, adopted by Resolution MSC.215(82);

c) AR 1SO biifE;
Relational Standards of ISO;

1.3. ZE B AU H IR 2 CRUERT AR 2 K T i PSPC IEESK, ke AR AT i R b ™= A AN b 21
Frillo
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The objective of the agreement is to ensure that the purpose of PSPC requirement is adequately
applied, avoiding any discrepancy unnecessary produced in the implement process of PSPC.

L4, APpNAMAR . M) Mg m =07 0 B8 N R FHG, Kl 3258 CCS Mgt Bt %o
After signed by Ship Owner, Builder and Coating Manufacturer, the agreement shall be submitted by
the Builder to CCS for review.

2. BEREBER

Coating Inspector

2.1, IIRFTA PSPC 3K, WRBERI A TAEK ) IR IS 2 A B 47 5«
To ensure compliance with PSPC standard, the coating inspections shall be carried out by the
Builder’s coating inspection team consisting of:

2.1.1. B A 6. XXX 564, HA FROSIO Kty 55 N ZGEE+S, B34 5 XXXX; AR TR
AEEIF N EER AR, OISR T PSPC AR N %

Qualified Inspector: Mr. XXXX, certified to FROSIO Inspector Level 11l (Certificate No. XXXX), which
shall be in charge of the coating inspections and shall be the one to confirm the results from
inspections. He has been trained to have knowledge of the PSPC.

2.1.2. Wy O3 REAE B R A A B R NI 3 R e R R A AR, JFSRAG B Ok A S T R ik
Mo R IEys 7 PSPC KIAHISHN .

Assistant Inspector: The Assistant Inspectors shall be carried out the inspection under the Qualified
Inspector’s supervision and guidance, and shall be gained the Qualified Inspector’s satisfaction. They
have also been trained to have knowledge of the PSPC.

2.1.3. BhBAG A O3 1K) 44 BN 73 A0 R 3R

The name list of Assistant Inspectors as follows:

5 No. 4% Name 5t 'E Position
1 Mr. XXXX ToAb BEFT B
Primary Surface Preparation Stage
2 Mr. XXXX Ir BOREE B
Block Coating Stage
3 Mr. XXXX i & M SRR B B
Slipway/Quay Coating Stage

2.2, GEJTURI AT DL B AE DB RN () RE B UUE
The choice of the Qualified Inspector and Assistant Inspector shall be finally decided by the Builder.

2.3, WA Ay DB SRIG AR CER DAAMES . e RIS, RS D3 B AR R B e g TR T
The coating inspectors may not require any additional test, measurement and inspection beyond the
requirement of this section unless they have reasonable reasons.

2.4 ATARTAEAS: B OIS ) — 5 A BUEE SR S A E AR e i IR A AT A BN BEAR R A 51, 2R
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Any of the parties involved in the inspection agreement have the right to request for replacement of the
Inspector who is deemed unsuitable or unsatisfactory. If any two of the three parties to this agreement
consider that such a request is justified, the mentioned unsuitable Inspector shall be replaced within
two weeks.

2.5. AR I RS AN I R A G347 TAE, IFAT PR bR RS M AR A R 1 T
VER MR IR, AT B S0 A, A 4 AT 4 A A% 5

The site technical service representative of Coating Manufacture shall be assisted the Inspectors to
carry out the inspection and supply technical support. The Ship owner’s representative shall be
supervised the inspection working of Inspectors, and may spot check the inspection results at any
moment.

3. BERAE

Inspection

3.1. AR PRALEER B
Primary Surface Preparation (PSP) Stage

.11 IAEESAT: ORI 7 85% LA, ANAR T i v T U 3CLRLE, HARKAR
PR vy A s B e R A IR

Environment condition: General the atmosphere relative humidity must not exceed 85% and the
temperature of steel surface temperature must be at least 3°C higher than the dew point, detailed
information shall be accorded to the Coating Manufacture’s recommendation., and shall be carried out
one periodic check per month.

3.1.2. IREEAES: MINCGH IO FUBRES 42 1SO8501-1 briE R E K Sa2 1/2 4%, HF Fik$% 1 sk E Bt &
4Yj—(o

De-rusting grade: all steel plates shall be shot blasted to the Sa2 1/2 according with ISO8501-1, and
shall be carried out one periodic check per month (select one steel plate) .

3.1.3. RIMHIKELE: HIARFBRERS, FTHVHLRE B T304 2R 1) 30-75 MK H4 I 1S08503-1/2 bk , 4 H
P 1 RANBOE IR A — K

Surface Profile: after blasting, the surface profile should be between 30-75 microns according with ISO
8503-1/2, and shall be carried out one periodic check per month (select one steel plate) .

3.1.4. Ktk el

Water soluble salts test

3.1.4.1 FilAb 5 A4 2 KV v 2R AN A A ] 1S08502-9 FRitERI & i) 77 3.
After the surface preparation, the soluble salt test shall be used the method which specific in the
ISO8502-9 standard.

3.1.4.2 THALBIN £5 73 W NiRg HAAEAS I 1 0, 8 = SR AL AL PIS FRO AN ARG e, A sk AR BE AL R 1

.....
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Random checking by Inspector will be once a month. Three pieces steel plates will be selected after
blasting and one spot on each plate will be selected for soluble salt test.

a) A 3 MM SN T BEE T 50 B2 w5 oK, IR A A ] Fr A7 AN AR P A B 5 A 1 o
If all the three measured values of salt contents on three pieces steel plates are below 50mg/m?, the
salt contents on all the steel plates at primary surface preparation stage at this week are acceptable.

b) #F 2 N 3 AN SARTE 50 = vd P KA b, TIREA 1% R ANAR AL BEAN S %
If two or all of these three measured values are above 50 mg/m?, salt contents on steel plates at
primary surface preparation stage at this week are not acceptable.

c) Y ANE AR 50 v/ P KU, I, Sk 2 sRANARIEATIN B, 1% 2 s T EEE T 50 v/

ST KRR A % AR AL BE A%, R AE 50 = a T K AL, BV h % AN AR AL BEAR A%
If only one of the three measured values is above 50 mg/m?, then another two pieces of dealt steel
plates shall be selected randomly and re-measured as stated above. If this two re-measured values
are below 50 mg/m?, then the salt contents on all the steel plates at primary surface preparation stage
at this week are acceptable. Otherwise, salt contents on steel plates at primary surface preparation
stage at this week are not acceptable.

3.1.4.3 5% T FRAL AN GG B A Y R IBCHS It B 22504
The corrective actions shall be implement to satisfy the requirement for the not acceptable steel plates.

3.1.4.4 IR TR RE . T3 BT AL VB h ™ W BOR B R 2K, B 1 e Wik — Ik
Dry film thickness of shop primer: the DFT shall be complied with the requirement of the Technical
Data Sheet, and shall be carried out one periodic check per month.

3.2. &iigAbiE
Structure Treatment

3.2. 1 MBI VR AT AT G M AR B, BRI IR IR AN I E AT AT R R T 75 B o
The steel surface before coating shall be removed sharp edges, weld spatters and any other surface
contaminant.

3.2.2. WREHIANAL B HIA SN ACEE AR A /D Ty 2mm (R A, BREE R = IRAT BE, B D il SR AR B
Edges to be treated to a rounded radius of minimum 2mm or subjected to three pass grinding or at
least equivalent process before painting.

3.2.3. GBS AR 1“4 AL BRG] 13 £y, ARAPOR DI 12 1SO8501-3 bnfErt P2 4174k
M,

Structure treatment please see Table 1’Structure Treatment lllustration”, other locations shall be
treated to P2 grade of ISO8501-3 standard.

3.3. 7rBeBirB
The Block Stage

Total:24 , Page:5



3.3.1. _IkERELE
Secondary Surface Preparation (SSP)

3.3.1.1 48] ISR X SR A A A W A BB Sa2 1/2 2%, R4S G 6 TR RE 5 #2034 #1) 30-75 1 m (3%
I 1SO8503-1/2 FrfE) .

The damaged of shop primer and weld seams shall be blasted to Sa2 1/2 . After blasting the surface
profile should be between 30-75 1 m according with ISO 8503-1/2 standard.

3312ITHZFMﬁiﬁﬁﬁaﬁE@F@ﬁmM%@F%%a VR R SR, PTRLSE B 4 1)
JREE TR B s DR B (10 2 TR R N R Y 35 A b i A T 2

The TH-2 silicate zinc shop primer has passed test with main coating system, the intact shop primer
can be retained, the retained shop primer shall be cleaned by sweep blasting.

3.3. 1.3 RIMMHIKERE: BREE G RIHIRE B A IA S 30-75 ok, &R Befii s — i
Surface Profile: after blasting, the surface profile should be between 30-75 microns , and one spot
check per block.

3.3.1.4 JKEEEERAGIN: I3 Be b 5, BEATLAN— s BEHLIN & 5 06 2500 =7 FR G+ )B4 T 26 23l
B, MRS RN T B T 50mg/m? B 4% et 50mg/m? o] PR A (R85 S IX
SRR BEEROTEAE D, WP R SR B S, o — RS R A E A A Gk AT
NGk 153 BN EAT K YEER S 0T VA B

Water soluble salts content measurement: after secondary surface preparation at block stage, one
spot point(the spot point shall be no disputed by three parties) on this block will be selected for the
measurement of salt content. If the measured value of salt contents is below 50mg/m?, salt contents
on surface of this block are acceptable at secondary surface preparation stage. Otherwise, another
two spot points of this block will be selected for the measurement of salt content(but the failed area
should be cleaned with fresh water or equivalent). If this two measured values are below 50 mg/m?,
the salt contents on this block are acceptable. Otherwise, salt contents of this block are not accepted
and this block should be washed by fresh water or equivalent at secondary surface preparation stage.

3.3.1.5 K4 RIHKABRLKNA “37  “4” 8L “5” BB AT ENILE] 1K, EATBKNERS
PR, AR AT LR S ANBORL R A AR LB AR ] H AN SR D) Ak, BT PR AN DL I S8 ) 2K
AETEIR A, AP BUN R 1S08502-3:1993 A 1 Wi e 48 77 U HL 43 Bt 25— AN 45

Dust: Dust quantity rating “1” for dust size class “3”, “4” or “5”, lower dust size classes shall be
removed if visible on the surface to be coated without magnification. This vessel shall be checking dust
guantity rating by naked eye, i.e. dusts accumulation which is invisible by naked eye is acceptable.
When dispute happens, the tape test shall be carried out according to 1ISO8502-3:1993 and one spot

check per block.

3.3.1.6 WL BRI MO WhIFRI I A B A e i O 270 A
Surface cleanliness: the oil, grease and other contaminations shall be cleaned accorded to the
Coating Manufacture’s recommendation before coating application.
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3.3.2. YH&EHE T

Coating application

3.3.2.1 BpEE MM QC. MEFEIAMRS AR ALK )5, FE RN E AT 2 — LR I 4o .
After the inspection of blasting has been conducted by Builder's QC, Coating Manufacturer’'s surveyor
and Ship Owner’s supervisor, the first full coat shall be applied according to coating specification.

3.3.2.2 SR FH I 1~ B fT SR e AT 5 — FE R IR TR, JEXS 28 — BE RIS AT A AME 1 o W59 J 1) )
QC. JMEEANMRS TR

Then the first stripe coat shall be applied by brush or roller, and repair and clean the first coat after the
checking. The first coat shall be checked by Builder's QC and Coating Manufacturer’'s surveyor after
cleaning.

3.3.2.3 % 1 g mfM)  QC. MEH ARG IATAI ), BEATH MR GEmt .
After the first coast is checked by Builder's QC and Coating Manufacturer’s surveyor , the second full
coat shall carried out.

3.3.2.4 SR J5 F -1~ B T SR 5 AT 5 MR IR TR (AR AR EE X REIE W]V J2 Pl A2 R0 I SR K 11
AP S TR PR ER R IR T R I AME IR . WS M) QC. AR IR S MR AR AT
73 BOMEE 58 TACH o

Then the second stripe coat shall be applied by brush or roller(only welded seams may be reduced the
second stripe coat where it is proven that the DFT can be met by the coats applied), and repair and
clean the second coat after the checking. The final coating of the block shall be checked by Builder's
QC, Coating Manufacturer’'s surveyor and Ship Owner’s supervisor after cleaning.

3.3.2.5 H U TIRJR . WR)ZH5AE 90710 Ji I ik 5] 320 FoK, ek 15 J5 e AR AR H 1 v 10 1 4 6
SE o

NDFT(Nominal total dry film thickness): NDFT is 320 micron with 90/10 rule, and the maximum total
DFT shall be according to Paint Manufacture’s detailed specification.

3.3.2.6 IABEAAT: VRN AR AW TR L o ORI B A i SR AR A R e R A
Environment condition: The atmosphere temperature, steel temperature, relative humidity and Dew
point etc. shall be accorded to the Coating Manufacture’s recommendation when coating application.

3.3.2.7 RIS . R)ETEAIE A R b, N ARIE AL 1 K
Adequate ventilation is necessary during coating application, drying and curing.

3.4. MG RS LEY B

The stage of slipway and quay

3.4.1. KRR ELHE
Secondary Surface Preparation (SSP)

1101 “URIZMH A FRAEM ARG A, R KD BUBMORIE 8055 i DA 5 2 1) SR A5 A IRIA H 1
RIS . BRESIETRN “URIZMAR” DSR2 T AL 2
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“Coating damages” means areas where the damages reached steel surface, due to welding, fire work

and mechanical damage etc. De-rusting means the surface treatment of damaged area.

1.1.1.2 WRJE AR S KILGERJEZIA . 2 VE A R G0 R A B IR S A =3 77
Coating damages includes three cases that is erection joint(butt) coating damages, fillet weld seams
on tank boundary watertight bulkhead coating damages and other coating damages.

I KSR EWHUE TR R B A P AR 4% . R 200 LU BB X, 1E LR B BT 40
Erection joint coating damages means that welding seam areas, coating damages and heat affected
areas caused by erection of blocks, see shade area of the follow figure.

Reserved Weld

T R 5%
200

/ Butt(or seam)

S 2 Bl st

Q )DBIIBEBID] T JJI I JTJJ )37 I D] 7T )] )] J 7 )] DD T J)

>

200 o
q/@ Temporary Fitting
115 Bt 2 11
> > LRSS

DS PE AR GRRIA DX U FR TE 20 B BOR AR TR T 300 P 11 10 B S T I A VR B TR AR R AN A 4
The fillet weld seams on tank boundary watertight bulkhead coating damages means that the part at
where tightness testing has not been carried out at the block stage and the bare steel surface beside
the welding seams.

1 HEIRZIAUE TR R KA IR JZ BRI 25 VE A SR A8 R A0 LA SR, IR 252 K TR
LB . V%55

Other coating damages means that including coating damages which are caused by fire, mechanical

damage, bubble, flaking and so on, other than erection joint coating damages or fillet weld seams

coating damages.

1.1.1.3 BRBEXR

De-rusting grade

a) KALLEVR 2 ANV VIR SRR IR SRR T 1 ) sUAL P2 St 3 4.

Total:24 , Page:8



Erection joint coating damages and fillet weld seams on tank boundary watertight bulkhead coating
damages shall be treated to St3 by grinding.

b) JUEIRIZEN: W LE 2975 R Py FIELEBUR IS 25m?, SREITES % St3 ZLItRReE I s
SN S L 29 B0E SERE TR 25m?, SR RHM IS A Sa2 1/2 2.

Other coating damages: if small damages is not up to 2% of total area and contiguous damages is no
more than 25m?, coating damages shall be treated to St3 by grinding .Otherwise, the damaged areas
should be sand blasting to Sa2 1/2.

c) Hoe iR A i il UK 4 1S04628-3 it dEAT VAl -
Other coating damaged evaluating shall be carried out according to 1ISO4628-3.

1.1.1.4 KA RIMKEFHRLKN A “37 o “4” o “57 (R ENIES] 1 4%, {EAHTBOREIN %
PR, R ] W) SE/INRURL IR AR AR 22 o AR H AR S PP A Ay, B PR AN DL W 68 ) K
AEI A A, 9 PR 1S08502-3 H I Il e 4K 77 =X

Dust: Dust quantity rating “1” for dust size class “3”, “4” or “5”, lower dust size classes shall be
removed if visible on the surface to be coated without magnification. This vessel shall be checking dust
guantity rating by naked eye, i.e. dusts accumulation which is invisible by naked eye is acceptable.

When dispute happens, the tape test shall be carried out according to ISO8502-3.

1.1.2 &L

Coating application

1.1.2.1 BREB MM QC. MEHAIRS M ARALK )5, F MR E AT — Bl ) gems .
After the inspection of blasting has been conducted by Builder's QC, Coating Manufacturer’'s surveyor
and Ship Owner’s supervisor, the first full coat shall be applied according to coating specification.

1.1.2.2 SR )5 PR SR AT AR5 EAT 20— FE AR O TR, JE0 28— PO HEA T AL U AME 1o 35375 ) 10 )
QC. MEEANRST AT

Then the first stripe coat shall be applied by brush or roller, and repair and clean the first coat after the
checking. The first coat shall be checked by Builder's QC and Coating Manufacturer’'s surveyor after
cleaning.

1.1.2.3 % 1 & i) QC. MRS AT RIS, AT EE LR 4t
After the first coast is checked by Builder's QC and Coating Manufacturer’s surveyor , the second full
coat shall carried out.

1.1.2.4 AR5 FHR -7 B T AR Jm BEAT 28 SR I T (AR R S DX RETIE IR J2 P A L IS S5 K
AP TR PR SR R IR T R I ANME IR . S M) QC. AR IR S MR AR AT
73 BOMEE 58 TACH o

Then the second stripe coat shall be applied by brush or roller(only welded seams may be reduced the
second stripe coat where it is proven that the DFT can be met by the coats applied), and repair and
clean the second coat after the checking. The final coating of the block shall be checked by Builder's
QC, Coating Manufacturer’'s surveyor and Ship Owner’s supervisor after cleaning.
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1.1.2.5 4 SR TBE B WRZ 55 90/10 J I i £1) 320 Fok, o M5 J5 JEE dpg B AR H o1y i 110 1 4 6
SE o

NDFT(Nominal total dry film thickness): NDFT is 320 micron with 90/10 rule, and the maximum total
DFT shall be according to Paint Manufacture’s detailed specification.

1.1.2.6 IABESAT: REEINRARSE . BRI ARG B2 R i n S5 R AR s Tl 1 PRI
Environment condition: The atmosphere temperature, steel temperature, relative humidity and Dew
point etc. shall be accorded to the Coating Manufacture’s recommendation when coating application.

1.1.2.7 fEVREENE T V2 TERAE L RE b, DY ARAIE AL 85 10 8
Adequate ventilation is necessary during coating application, drying and curing.

3.5. M & AR KB BB AR ML R A B T

Procedure Of Coating Application And Inspection Flow

3.5. 1. WRBEA MV AR P ARG B AR R TE AR 2,
Chart of procedure of coating application and inspection flow see Table 2.

3.5.2. K AU FI AR TE L 3.
The inspection scope and requirements please see Table.3.

4 GREALE

Defects treatment

4.1 SEPR VR ARSI AU A AN TTRER), M) NIRRT RS AT e PSPC bRtk 2K it 1.
In practice it is almost impossible to obtain a perfect coating that has no small imperfections, even with
the best execution of the PSPC standard.

A2 TEATATI B, iR A I i R A L S S5 A8 L SRR A5 00 H 1 A7 AR SR I R A, DY FevPBlL
WEIE, ARMEAREERA I H, MR T — T EL.

In any phase of construction, the approved inspection shall not be refused due to the facts of defects
caused by structure, welding and outfitting, the next procedure shall not be affected.

4.3 EIRBARK AR T, WU R AL BEAR AT D kb, N F VR T S EVHEAT B 40, A NAR
A B IEAFIR R AL B

If a few defects are found during surface preparation and coating application, the amendments shall be
allowed on site. Rejection of revision shall not be occurred.

4.4 HIRAR R, AR AL AR 2 K B E A BRI, =0 ORI R e B R R
HALSRAER R AR (CTR) e

If a mass of defects or series defects are found during surface preparation and coating application, the
three parties shall co-operate to find a practical solution to rectify the defects and the repair process,
and the results shall be recorded in the Coating Technical file(CTF).
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5 ENEU

Arbitration

5.1 fEdRbekr Al By, AR M) MR R =T RIS R A BN, =T AU R A SR
H TR B IR T 85 RO AR I 25 R, WUR =T7 ks B BUR W, K R ra A A
NIRRT RV R B R BN RIS 45 Bl SR AE R E AR S (CTR) H.

During Coating Inspection, if the Ship Owner, Builder and Coating Manufacturer can’t get an
agreement on the inspection results, then the three parties shall be negotiate together: if the results
any two parties got in common shall be the final and binding upon the parties hereto, if still can’t get an
agreement then the final arbitration comes from the Qualified Inspector. The result shall be recorded in
the Coating Technical File (CTF).

5.2 YEALFRIRIA SR EN, MR AR RS RN R = O R AT T A2 NACE K56 5 2 2. FROSIO
R 01 1N 248 CCMCIC (P E AR Z A A SRS OAIEZR 512 Ko il 1 e o

All the representatives who resolves disputed issues during Coating application in presence of the
Ship Owner, Builder and Coating Manufacturer must be the qualified coating inspectors certified to
NACE Coating Inspector Level 2, FROSIO Inspector Level Il or CCMCIC Il.

5.3 Frill AL BEER
Procedures for dispute treatment

HILFN
Dispute

A 4
=K

Three parties meeting ¢
l RIE RN

Not achieve agreement

ERCHX

Achieve the agreement

BAFPRTTRE

Final decision by intermediator

A
g% CTF
Record into CTF

\4
g3k CTF
Record into CTF

6 BTy, BANRHER

In-service maintenance, repair, partial re-coating
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WA RS 23 S AR E B R A P B dE S IR IR B DI OC . L, AR LA™ R AT E s iR )2
YEFPRMEAME Y, JF HAZPSPCHZLRILRAEIR ZHAIME (CTR) . BRI EIZ PR E ey e
¥ T 2 IMSC. 1/Circ. 13303 i 1 (1945 5 77 EH AT 2 o

Recognizing the coating life is linked to in-service maintenance as well, the Ship Owner must
implement the coating maintenance according to the procedures for in-service maintenance and repair,
and shall be recorded into the CTF according to PSPC's requirement. The detailed maintenance and
repair procedures shall be refered to the guidelines of the MSC.1/Circ.1330.

7 BERBAXMF
Coating Technical File (CTF)

7.1 BAERIREHEARICAE (CTR) wf LU AP OChlig,  (H 2 20 9 SCRITE
The final Coating Technical File(CTF) may be written in Chinese but English translation is required.

7.2 WRIEBCRICAT (CTR) Ky Sasedwdl, JFEZMIAT IR CCSH gt ATT, W AR S HF
The Builder shall be compiled the coating Technical File(CTF) and submit the CTF to CCS for approval
before vessel delivery, and the Coating Manufacturer shall be supplied support.

7.3 WA TR R BIR AR I RS “IRIZEARIIEAR .

The List if Coating Technical File please see Table.4.

8  AMMNHIMEAR . i) Mg = FERE T ARG A=y, =&
The agreement shall be effective after Ship Owner, Builder and Coating Manufacturer signed. The
agreement shall be executed in three originals, three parties shall each hold one original.
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*1:

AL (SR

Table 1: Structure Treatment lllustration

Fr5 73 SUSEE SN 41 Nlustration
No. Defect Solution JEkARAS Orignal AbFE R A After Done
1 |ia% 31 THA PR 42 /b2mm 1 2
Edges £, st =R BE, Bk 3\\ \\
2o R AL B S
Grinding to a rounded radius R27 I\ N
of minimum 2mm or R2 W
subjected three pass grinding
at least equivalent process
2 [FEE Rk B PR RS T A 1) st S bRl k)
Weld spatter | €364 (E(@)fi(b)) 2 / Loose spatter Remove
Bre SRR K3 () m
Al LLR B (@) (a)
all loose spatter and lightly
adhering welding spatter /&%@ﬁjﬁﬁ%ﬁatter %igyrg¢@
[see (a) and (b)] shall be
removed, smooth spatter m
shown in (c) may remain. (b) (b)
T {RF
// Sinooth spatier // REiiiain
V4
Yoo Vo0
©) (©)
3 | HMRaEE [#%E (E@) « Myt (E(b) Ak BT
Surface defect| i FIRPRAE #OENT:  IRIEAE Shelling © Grind smooth
0.8mmuL Ef#E . My R ﬁ
PR R TR R B %Y />
Shelling[see (a)], cratera[see (a) (a)
(b)] r?eed grlnd-lng- smooth, b BRI
welding and grinding smooth Cratera © Grind smooth
when depth is over 0.8mm R
77 77
(o) (o)
4 SRR (1) IR BEHEIL0.8mm i 1] Ik [ (BT
Weld C(E(a) FT BRI Undercut Grind smooth
Undercut shall be ground \ / \WV/
smooth when depth is over y /& / /> y A A
0.8mm (a) (a)
(2) FILfrgER R BT
2mm ([E(b)) FAT B %ﬁi‘fﬁ BRI
Grind smooth
/N T2mm; . NJ
Manual weld shall be ground
smooth below when ripple/ (o) ﬁ + } ] /) +
profile is over 2mm.
(3) EBNEEEIEIN _EA LI
Automatic weld no treatment.
32451, #1300




R2: WEARMLRE AR KRR

Table2: Procedure of Coating Application and Inspection Flow

BB Ty RS wal Bk
Stage Process Inspection Requirment
KALFERA EIRaw material o MR AEPSP
Record data in PSP form
\
A TRAL WAL 3 **ER Test:
% #5Shot bals
Primary Surface | - 8 | 1. RS A5 GORUR RS R
Preparation fE T FN/E % T |De-rusting grade and profile test
Builder or 2. FKHE I ER I
: Coating Water soluble salts test
Manufacture (3. 7 &) 3 iE B &
Q/ Shop Primer DFT
| #- A% Shop Primer | Shop Pr!mer DFT
4. IR
Environment Control
| Nk} Fabricatnr | o
: Self control
Sk b

Steel Treatment

[ i8%403 Edge Grinding |
I

—

ML T

uilder or/and
Coating

Manufacture

* 2R & 3R AL ERAE RN B
2R & three pass or equivalent level

* L g R Ab B
Other defects treatment

B
Block

i Assembly |

TIRFR M ALFE Secondary
Surface PreparatmN

L |

R4kl
Subsequent Coatign

I

4 T NDFT

TN 2 TN

TN 2 TN

Builder, coating

anufacture,
Owner

uilder, coating
anufacture,

Owner

LR AESSPH

Record data in PSP form

Pk Test:

1. RS MUK RS 8 IR
De-rusting grade and profile test
2. JK¥EE ER I

Water soluble salts test

3. X225 Dust

4. IR

Environment Control

UK /EDFTH
Record data in DFT form
M FEDFT

Measure DFT




R2: WEARMLRE AR KRR

Table 2: Procedure of Coating Application and Inspection Flow

BBt P LAl SN
Stage Process Inspection Requirment

| 44k ErectmE |

\ s A SSPH
— Kb Secondary Record data in PSP form
Surface Preparatn ﬁ%r‘. ?Hﬂ@r%-"]\.ﬁxx .
Builder, coating |**ill]i Test:

: Owner Damaged areas evaluating
/% 2. BRSO RE A
Sliway/Quay De-rusting grade and profile test
B 3. KB4y Aii Dust

Subsequent Coatign s Hjﬁ%‘?’iﬁiﬂ
L. iR [Environment Control

Builder, coating

ST NDFT

ﬂanufacture, 1. BRI AR PP Al

MET S R A Id SR AEDFT
Builder, coating |Record data in DFT form
| ylanufacture, & DFT
Owner Measure DFT
56 LACAT Delivery




R3: ALY AR

Table 3: Inspection scope and requirements

K& J5 Inspection Paries

3T BH b oy | — T
Insp)felgtii\oﬁ Eems Referenizgﬁdards Insgécﬁtiiﬂame Ins}zcreec;on MR R R }'?L}F\ﬁi%
Inspectors [Manufacture |Ship Owner
PR 1SO8501-1 & A& ERELTRAM AR N
De-rusting K — Select one
AN Tk £ grade one periodic steel plate
Fr B F MRS 15 ISO8503-1/2 Check per montH 3L FELIR4R IR J
Primary Surface profile Select one
Surface steel plate
Preparation K PESR 1SO8502-9 JEPEITRENAR J
Stage Water soluble salt Select three
steel plate
MR TR | AR i bR E e & HEFELIRANAR v
Dry film thickness |according to Technical Select one
of shop primer Date Sheet steel plate
PRI AR it 1 A A & HEm v
Environment Recommended by K — /
condition Coating Manufacture | one periodic
Gk b 1SO8501-3 HRENTET | IRBUKAEN N v v
structure treatment Before coating | WBT area
R4S S5 21 1S08501-1 application J J J
De-rusting
I BB B — X grade
FIH AL EE RS ISO8503-1/2 J J
Jerbe Surface profile
Secondary IKEEME LR 1ISO8502-9 J J
Surface Water soluble salt
Preparation KR 1S08502-3 N, N
and Coating Dust
at block stage TR RRHR A, A AN S v J
Stripe coat Inspection by naked [ After coating
4 ST R 90/104K Ul application J J J
NDFT 90/10 rules
M5 AR o 1 A TR T I v
Environment Recommended by |During coating
condition Coating Manufacture application
RS 1SO4628-3:2003 MENET | IEBUKAEN v v
& /ik 4% Evaluating Before coating | WBT area
b abes R4S S5 21 1S08501-1 application J J J
Surface De-rusting
Preparation grade
and Coating R HHTRE ISO8503-1/2 J J
at slipway Surface profile
and quay /N 1SO8502-3 J J
Dust




R3: ALY AN K

Table 3: Inspection scope and requirements

¥ J5 Inspection Paries

57 AR o i I B AL —T——
Insp)felgtii\oﬁ Eems Referenizgidards Insgécﬁtiiﬂame Inszcreec;on i) 5| ik R AR }'?L}F\ﬁi%
Inspectors [Manufacture |Ship Owner
TR FRURAS 2 iz INAED =S v v
LENeVAEPE S Stripe coat Inspection by naked | After coating
Wb PR 4 ST R 90/104K Ul application J J J
Surface NDFT 90/10 rules
Preparation HELAT AR o 1 A A TR T I v
and Coating Environment Recommended by |During coating
at slipway condition Coating Manufacture application
and quay 76 LAY / TN LR
Delivery After coating
application
#%¥E Remark:

A IR B AR ) BT A GO A 2 AT, R i AR U A 1 S EAT A, YRR I AT A
The inspection shall be carried out by Qualified Inspector and Assistant Inspector of Builder, the representative of

Coating Manufacture shall be assisted the Inspector, and the Ship Owner can be made spot check.

N

=

, BT




Rl BIRBORIAFNH

Table 4: Content of Coating Technical File

WRIEHAR AN 2
Contents of CTF

A Supplier

fir
Shipyard

LEEN
Ship Owner

R
Paint
Manufactur

BRI P B
New construction
stage

VR A2 ) R R A A W R A TIE
Copy-of Statement of Compliance or Type
Approval Certificate for the main coating
system and shop primer

\/

URBHORE i LR A
Copy of Technical Date Sheet of Coatings

ST RGBT B UL A
Copy of Coating Inspection agreement
between three parties

TR AT 5 ) B TR T R A
Copy of Coating Inspector’s Qualification
Certificate

WREHAR T
Coating specification for Dedicated
Seawater Ballast Tanks Coating

Fi S R AR T A

Shipyard working records of coating application

P AR 3 U ) R 2 R e A A S A MR
Procedures for inspection and repair of coating
system during ship construction

WA AR IR S (A
Coating Log issued by the coating inspector
(see Annex A)

T Az iR B A A A (BB
Shipyard’s Verified Inspection Report (copy
(see Annex B)

Frigidx

Records for Dealing Disputes

VR R R R A
Copy of Safety Data Manual of Coatings

Hishr

In-service stage

Bz 2 RGN RRTERE T
Procedures for in-service maintenance and
repair of coating system

Yegr . ABAMRR R R
Records for Maintenance, Local Repair and
Recoating

=

i
=

\
/|




ALGIHHE (—REMmMAF)

FRME R FRA Annex A

Coating log (Primary Surface Preparation)

RAL AR AL PR A AR

4 715 (Sheet No.):

e 25
Hull No.

WA G
Plate numbers

WSS 1N
Shipyard/Steel Manufacturer

for r H 39
Inspection sate

5L Environment

RAEN

TR
Before coating

Weather changes

ks

Remarks:

MUE=ing ]
Measured time

TR
Dry bulb Temp. ('C)

deEk
Wet bulb temp. (°C)

G E
Relative Humidity (%)

i#8 R
Dew point ('C)

MR
Surface Temp. (C)

FH 4L Surface Preparation

A2
Water soluble salts (mg/m?)

VE
Remarks:

R TR RS 12

Surface Profiles (um)

B2 T3 ¥
Cleanliness of steel surface

B
Dust

R

Oil, Grease

ZE 7] JEE% Shop primer

AP
Manufacturer

VE
Remarks:

B4
Product Name

A& k=
Identification makr/number

AT

Manufacturer's recommended D.F.T

IR RS e AR
Measured D.F.T

) IR IR AT B1 A
Signature of Builder Inspector:

TR IR S5 T A
Signature of Coating Manufacture:

W AR EE T

Signature of Onwer's Supervisor:

2411, #5197




A2 BEEHE (CWREmAFD

Coating log (Secondary Surface Preparation)

RA2 “UCRIEAR B AR

4 715 (Sheet No.):

e 25
Hull No.

NS a=d 41 v XA k=
Block No./Tank No.

for r H 39
Inspection Date

A B
Construction Stage

Iy B B ]
Block Stage

el B ]

Erection Stage

Z=H kb3 Steel condition

Btk
Sharp edges

FE
Welding beads

PR K
Weld spatter

HegRmim 1Y)
Other contamination

Pk

Remarks:

KW AL Surface Preparation

TR
Method/Grade

T Bk R
Dry bulb Temp. ('C)

T TR JE
Wet bulb temp. (°C)

AHORHGE
Relative Humidity (%)

#a A
Dew point (‘C)

ML RE
Surface Temp. ('C)

KR £
Water soluble salts (mg/m?)

R T REL RS 12

Surface Profiles (um)

B
Dust

g
Oil contamination

VE
Remarks:

i) IR A A A 5L AR
Signature of Builder Inspector:

TR 55 R 255
Signature of Coating Manufacture

Fi AR AR R T

Signature of Onwer's Supervisor:

2471, #5207




A3 RFEHE R

Coating log (Coating Application)

RA3IRBH AR

4 715 (Sheet No.):

e 25
Hull No.

NS a=d 41 v XA k=
Block No./Tank No.

A B
Construction Stage

Iy B B
Block Stage

[

= elirBe ]

Erection Stage

FLER
First coat

VR
Second coat

Jt R A

Before

i
After

R i
Before After

forr H 39
Inspection Date

TRk AL
Dry bulb Temp. ('C)

T TR JE
Wet bulb temp. (°C)

AHORHGE
Relative Humidity (%)

& R
Dew point ('C)

ML RE
Surface Temp. (‘C)

KR £
Water soluble salts (mg/m?)

B
Dust

g
Oil contamination

TR
Stripe coat

AR
Manufacturer

TR iR
Product name of coating

LN AV TR

Product identification makr/number

ik

Remarks

Fi )RR AT

Signature of Builder Inspector:

TR IR 55 T 25 7

Signature of Coating Manufacture

Fi AR AR R T

Signature of Onwer's Supervisor:




A4 BEEHE (TIREENE)  Coating log (Dry Film Thickness Measurement)

RAA TR FEI % 715 (Sheet No.):
e 25
Hull No.
oy BUS AR S
Block No./Tank No.
B 7y BB ] G b B (]
Construction Stage Block Stage Erection Stage

%2 Coating

RS
Manufacturer

TR AR
Product name of coating

P AR
Product identification makr/number

F-REE R Dry film thickness measurement

T 5
Dry film thickness (DFT)

bR Gy
Number of points

Aokt
Ratio

<90% NDFT

REIREI 9094 NDET - NDFT
After second

coat >090% NDFT

Total

100%

HRMRIE (um)
Maximum Thickness (um)

H/MEIE (um)
Minimum Thickness (um)

SFRYRRIE (um)
Average Thickness (um)

ik

Remarks

) IR IR B1AE
Signature of Builder Inspector:

TR IR S5 7 2
Signature of Coating Manufacture

W AR EE T

Signature of Onwer's Supervisor:

24T, #5227




A5 NERR T Non-Conformity Report

RAS KR BN IE ) U A

A AR g0 NEER IS | (e AEE ]

Hull No. Block No./Tank No. Inspection Date
SR TR AL

Part of structure

RINE DA -

Description of findings:

S (JRIRId )
Reference document (daily log)

RiIk: B
Distribution: Receipt
PRITGRERYI B

Action taken:

TAES 5 H 49 (o

Job No.: Date: Signature:

24T, #5237

% 1L % (Sheet No.):




YRl MHE3%B Annex B

Rk

Inspection Report

4 715 (Sheet No.):

firi 44 7 W A 4 5
Vessel Name/Hull No.
[
Name of Shipyard
P )RS 1 A
LERFRAT K& 5¢ % H L6 &8 L Signature of Coating Manufacture:
75 Part of Structure Completion Date Result of WA AR 45 T 25
No. (Block/Tank No.) of Inspetion Inspection  |Signature of Coating Manufacture:
i ARAREE T
Signature of Onwer's Supervisor
1
2
3
4
5
6
7
8
9
10






