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Scope

This specification shall apply to the selection of material, surface preparation, coating application
and coating repair to be used on all Company below ground new construction and existing
pipelines and facilities, including stainless steel and non-ferrous materials. The information
contained in this specification is for the use of authorized Company personnel. The information
contained in this specification is considered proprietary to Company and the specifications,
approved coating list, and application procedures will not be distributed to non-company
personnel without the approval of the Corrosion Prevention Manager or Supervisor.

Application of this specification must be carried out by persons qualified by experience, training,
and certification in buried/submerged pipeline protective coating corrosion control methods.

The Corrosion Prevention Manager/Supervisor shall review exceptions or deviations from this
specification, including procedures provided by manufacturers, for approval.
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1.0 REFERENCES

1.1.  American Petroleum Institute (API)

APl 1104 Welding of Pipelines and Related Facilities, 20th Edition

1.2. National Association of Corrosion Engineers (NACE)

RP0105 Liquid-Epoxy Coatings for External Repair, Rehabilitation, and Weld Joints
on Buried Steel Pipelines

SP0188 Discontinuity (Holiday) Testing of New Protective Coatings on Conductive
Substrates

SP0274 High-Voltage Electrical Inspection of Pipeline Coatings

SP0287 Field Measurement of Surface Profile of Abrasive Blast Cleaned Steel

Surfaces Using a Replica Tape

SP0490 Holiday Detection of Fusion-Bonded Epoxy External Pipeline Coatings of
250 to 760 pm (10 to 30 mil)

1.3. Society of Protective Coating (SSPC) and NACE Cleaning Standards

PA 1 Shop, Field, and Maintenance Painting of Steel

SP 1 Surface Preparation Standard No. 1: Solvent Cleaning

SP 2 Surface Preparation Specification No. 2: Hand Tool Cleaning

SP3 Power Tool Cleaning

SP 5/NACE No. 1 Joint Surface Preparation Standard: White Metal Blast Cleaning

SP 6/NACE No. 3 Joint Surface Preparation Standard: Commercial Blast Cleaning

SP 7/NACE No. 4 Joint Surface Preparation Standard: Brush-Off Blast Cleaning

SP 10/NACE No. 2 Joint Surface Preparation Standard: Near-White Metal Blast Cleaning
SP 11 Power Tool Cleaning to Bare Metal

SSPC PA 2 Procedure for Determining Conformance to Dry Coating Thickness

Requirements

SP 16 Brush-Off- Blast Cleaning of Coated and Uncoated Galvanized Steel,
Stainless Steels, and Non-Ferrous Metals

Steel Structures Painting | Good Painting Practice
Manual, Volume 1

Vis 3 Guide and Reference Photographs for Steel Surfaces Prepared by Power-
and Hand-Tool Cleaning

Vis 1 Guide for Reference Photographs for Steel Surfaces Prepared by Dry
Abrasive Blast Cleaning

Revision No. 4.0 Page 4 of 50 August 2019
PRIVATE/PROPRIETARY
Not for use or disclosure outside Enterprise without express, prior, written permission.



E Enterprise STD.7002
Products '

Protective Coatings — Below Ground Steel Surfaces — Field Applied Coatings

1.4. U.S. Department of Transportation, Pipeline and Hazardous Materials
Safety Administration (PHMSA)

49 CFR Part 192 Transportation of Natural and Other Gas by Pipeline; Minimum Federal
Safety Standards
49 CFR Part 195 Transportation of Hazardous Liquids by Pipeline

1.5. Company Standards and Specifications

Form 140 Maintenance Report

STD.7003 Protective Coatings — Below Ground Steel Surfaces — Plant Applied
Fusion-Bonded Epoxy and Abrasion-Resistant Overlay

STD.7004 — Below Coating Inspection Report — Below Ground

Ground

2.0 DEFINITIONS

ARO - Abrasion Resistant Overlay coating used to protect FBE mainline coatings for directional drilling,
bores, river crossings and other rough terrain applications.

CFM - Cubic feet (per) minute. A measure of the flow rate of air pushed out by a compressor.

Cathodic Protection (CP) — A technique to reduce the corrosion of a metal surface by making that
surface the cathode of an electrochemical cell.

Company — Enterprise (if used in connection with a contract or other agreement, the actual Enterprise
entity will be the specific Enterprise entity referenced in the contract).

Company Project Manager - An employee or contingent worker of Enterprise who has the overall
responsibility for the project. For example, this can be someone in Capital Projects, Field Engineering,
Maintenance or Operations.

Coating - A liquid, liquefiable, or mastic composition that, after application to a surface, is converted into
a solid protective, decorative, or functional adherent film.

Contract Drawings — The drawings approved by Company Project Manager and incorporated by
reference in the Contract.

Contract — The document issued by Company Project Manager to Contractor formally defining the terms
and conditions, quantities, technical/quality standards, and delivery schedule to be provided in
accordance with this specification.

Contractor — Company contracted to perform the surface preparation and protective coating services
referenced herein.

Corrosion — The deterioration of a material, usually a metal, that results from a chemical or
electrochemical reaction with its environment.

Designated Representative — Individual identified in the Contract as the contact to whom Contractor
shall direct all communications, correspondences, and notifications for Company.

DFT - Dry film thickness.

FBE - Fusion Bonded Epoxy coating.

Holiday — A discontinuity in a protective coating that exposes unprotected surface to the environment.
NACE - National Association of Corrosion Engineers.

MSDS - Material Safety Data Sheet.
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RCRA - Resource Conservation and Recovery Act.
SSPC - Steel Structures Painting Council.

3.0 SPECIFICATION

3.1. General

(1) Under this specification the Coating Applicator shall be referred to as Contractor, and Company's
authorized representative(s) shall be referred to as qualified Inspector(s). The Company qualified
Inspector will be experienced and knowledgeable in the application of coatings. NACE or SSPC
certification is preferred.

(2) This specification is not all-inclusive. It is the responsibility of Contractor to be knowledgeable in
all areas of coatings and their application. Contractor represents and warrants familiarity with the
work to be performed pursuant to these specifications, and has the responsibility of compliance
with all the applicable regulations, codes, standards, and specifications, including those related to
occupational safety and environmental protection. All excavation and backfill operations shall be
performed in accordance with Company specifications.

(3) Contractor shall be trained and/or certified by manufacturer of product(s) and/or equipment.
Contractor shall have certification available upon request.

(4) Except for new construction and non-DOT regulated activities, the Contractor shall be qualified to
perform work in accordance with the Department of Transportation (DOT) Operator Qualification
Rule.

(5) Contractor shall have copies of printed data sheets and Safety Data Sheets (SDS) available at

the site where coating work is being performed.

(6) Qualified Inspector(s) shall have access to the work at all times, with the right to inspect and
approve the work and materials furnished by Contractor. All such work shall be subject to
approval of qualified Inspector(s). Failure to discover or reject defective work or materials shall
not be construed as acceptance of such work.

(7) Contractor shall be responsible for all quality control checking, including visual inspection,
thickness measurements, and holiday testing. Contractor shall notify qualified Inspector(s) when
these tests are to be performed to allow for verification. A copy of all records of the results of
such inspections shall be made available to qualified Inspector(s) on a daily basis.

(8) For liquid epoxies, Contractor shall measure Dry Film Thickness (DFT) with a Company-approved
gauge. Determination of DFT shall be based on a sufficient number of spot measurements
needed to verify compliance with the requirements listed in the manufactures' product data sheet
and/or this specification. As a general guideline, one spot measurement per 10 linear feet is
recommended to assure compliance. A spot measurement is defined as the average of three
gauge readings taken in close proximity. The gauge readings must be no closer than 0.5 in. and
no further apart than 3 in. Each gauge reading shall be at least 100 percent of the specified
minimum thickness and less than 120 percent of the specified maximum. The average of the
three gauge readings constitutes a spot measurement. The spot measurement must fall within
the specified DFT range as listed in the manufactures' product data sheet and/or this
specification.

(9) All materials shall be applied by qualified personnel and according to this specification. If not
stated in this specification, the manufacturer's recommended procedures shall be followed after
approval by a Corrosion Prevention Group member.

(10) All peripheral facilities shall be properly protected against abrasive blasting operations, overspray,
dropping, and spattering of coatings.

(11) Storage of coating materials in the field shall be in accordance with the manufacturer's
recommended procedures.
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(12) Contractor shall provide protective cover for storage site during adverse weather such as rain or
snow. Qualified Inspector(s) shall approve protective methods.

(13) Contractor/Applicator must be aware that all approved coating materials have environmental
application tolerances that must be considered when selecting a coating and planning a project.
Since application difficulty and extended cure times can be encountered at or near the material's
temperature application ranges, always consult with the manufactures' representative and/or the
applicable product data sheet for proper project planning. In general, adverse weather conditions
such as rain, snow, high winds, dust storms, low temperatures, and high humidity (90 percent
maximum) should be anticipated far enough in advance to avoid application and drying or curing
under these conditions.

(14) Contractor shall be responsible for protective safety equipment and personal safety of workers.

(15) Protective padding shall be used during welding operations to prevent the burning and damaging
of the protective coatings on pipe and fittings.

(16) All welds to be coated shall present a neat and workmanlike appearance in accordance with the
visual examination requirements in APl 1104. Coating shall not be applied until all required weld
NDE is complete.

3.2. Surface Preparation Requirements

Requirements for surface preparation as specified by the coating systems are based on SSPC
SP1,SP2,SP 3,SP5,SP6,SP7,SP 10, SP 11, and SP 16 as appropriate.

3.3. Coating Application Requirements

Requirements for coating application are based on SSPC PA 1 and PA 2 and coating supplier's
requirements.

3.4. Soil-to-Air Interface (Transition Coating)

(1) The soil-to-air interface is the area above and below the natural ground level where pipeline
corrosion is most likely to occur. It is an area greatly affected by moisture levels, certain bacteria,
temperatures, oxygen levels and pH levels. An increase in corrosion can also occur if this area is
exposed to agricultural fertilizers, animal excrement and any chemicals with excessive pH levels.

(2) The soil-to-air interface shall only be coated with epoxy (coal tar epoxy shall not be used). No
cold-applied tapes, hot wax, or shrink sleeves shall be used for soil-to-air interface areas.

3.5. Stainless Steel and other Metallic Materials

(1) All buried Company carbon steel assets are protected from corrosion by a combination of
coatings and cathodic protection. Buried or submerged stainless steel, copper, galvanized, and
other non-ferrous metals that are not coated can have a detrimental effect on the facility cathodic
protection systems. Therefore, unless excluded in Section 3.5(3) below, all buried stainless steel,
copper, galvanized or other non-ferrous metals shall be coated.

(2) For Reference, the detrimental effects of buried, bare non-ferrous metals may include but are not
limited to:

(a) Current Drainage — Bare metallic structures extract large amounts of Cathodic Protection
(CP) current from site CP systems that often makes it difficult to achieve adequate site CP
levels.

(b)  Improper Current Distribution — Large, bare metallic structures that act as current drains
interfere with Company’s ability to uniformly distribute cathodic protection current to other
buried assets.

(c) CP Survey Issues — Mixed metal potentials created by large buried non-carbon steel assets
can limit Company’s ability to obtain accurate CP survey potential measurements.
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(3) The following exclusions do not require coating:

(a) Bare metals that are utilized for the proper grounding of a site, asset or facility. Mainly bare
copper or copper clad grounding rods and wire.

(b)  Small - less than two (2) square feet of total surface area, bare non-ferrous piping of facility
components.

(c) Stainless, galvanized or otherwise protected bolts, nuts and associated hardware

3.6. Coating Types

(1) Based on performance histories of various coatings, the Corrosion Prevention Group
recommends the following order of preference in the selection of coating types. Only approved
coating types for the particular project type may be considered.

(a) Fusion-Bonded Epoxy

(b) Liquid Epoxy Coatings
(c) Fusion-Bonded Epoxy Repair Systems
(d) Cold-Applied Tape
(e) Coal Tar Mastic
(f)  Coal Tar Enamel
(2) Fusion Bonded Epoxy — Epoxy based powder coating that is widely used to protect steel pipe

from corrosion. With applied heat, the powder resin and hardener components melt and flow
onto the metal and soon become a solid coating by a chemical process called cross-linking. This
process is known as “fusion bonding.”

(3) Liquid Epoxy Coatings — Two-part, ambient temperature cured, resin coating system with high
mechanical properties, temperature and chemical resistance. Apply only to dry surfaces unless
specified in the approved materials description.

(4) Fusion-Bonded Epoxy Repair Systems — Epoxy based coating repair system specifically used
to patch coating. For FBE repairs only.
(5) Cold-Applied Tape — Polymer based adhesive tapes, which usually consist of a primer with

single or multiple layers of a polymeric tape. Cold-applied tape shall only be used in limited
special applications such as minor coating repair projects.

(6) Coal Tar Mastic — Bituminous based coating filled with clays, silica, and fiberglass that is cold
applied. Coal tar mastic shall only to be used in limited special applications such as test lead and
/ or cable attachment projects.

(7) Coal Tar Enamel — A polymer based coating produced from the plasticization of coal tar pitch,
coal, and distillates, usually hot applied. Coal tar enamel shall be used only in special situations
where a repair is made to existing coal tar enamel or weld joint tie-ins are coated and overlapped
with coal tar enamel on one or both sides of the tie-in. Coal tar enamel may be used during
extreme cold weather conditions for general joint tie-ins and repairs only when backfill time is
critical.

3.7. Project Types

(1) All coating projects shall be classified into one of four project types per the definitions below. The
four project types are:
. Field Joints (New Construction)
. Recoat (Existing Coating Removal)
. Minor Coating Repairs (Patching)
. Test Lead and/or Cable Attachment
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Field Joints (New Construction) — Applies to field joint coating application on new construction
projects only.

Recoat (Existing Coating Removal) — Applies to coating application after existing coating is
removed such as Operations recoat projects, Pipeline Integrity rehabilitation projects, and
Corrosion Prevention recoat projects.

Minor Coating Repairs (Patching) — Applies to minor coating patching on an existing coating
holiday. This project type is not intended for any planned recoat projects as described in section
3.6 (3) above.

Test Lead and/or Cable Attachment — Applies to coating application on the installation area of
cathodic protection devices such as test leads and bond cables.

Exceptions and / or Deviations from this Standard

Any exceptions or deviations from the approved materials, coating systems, and/or standard must
be pre-approved by the local area Corrosion Prevention Manager or Supervisor.

FIELD JOINTS AND NEW CONSTRUCTION

4.1. Field Joints - General

(1) Allowable field applied coating types for field joints and New Construction projects are fusion
bonded epoxy and liquid epoxy coatings.

(2) Coating types not allowed for field joints and New Construction are fusion-bonded epoxy repair
systems, cold applied tape, coal tar mastic, and coal tar enamel.

(3) Abrasive blast materials shall not be recycled unless automatic reclaiming equipment is used.

(4) Bare cutback and areas to be coated shall be protected from seawater and any other
contamination.

(5) Flocking of Fusion Bonded Epoxy (FBE) is not permitted.

(6) No reclamation of FBE is allowed unless automatic reclamation or recycling equipment is
employed.

(7) Overcoating cured FBE with FBE is not permitted.

(8) If existing FBE coating does not meet specified FBE coating thickness, overcoating with liquid
coating to make up the difference is not allowed.

(9) FBE powder more than six months old shall not be used unless it has been stored in accordance
with the powder coating manufacturer’'s recommendations.

4.2. Field Joints - Surface Preparation

(1) The weld zone and surfaces to be coated shall be inspected and pre-cleaned according to
SSPC-SP1 to remove mud, oil, grease, moisture, and loosely adhering deposits. Visible oil and
grease spots shall be removed by solvent wiping. Only safe, residue-free environmentally
approved solvents shall be used.

(2) The adjacent mill-applied coating shall be roughened by brush blasting the coating surface for a
distance of approximately 2 to 2-1/2 inches prior to coating application. Blast nozzle must be
directed from the coated surface to the adjacent substrate rather than from the substrate onto the
coating.

(3) The abrasive-blast cleaned surface shall be protected from conditions of high humidity, rainfall,
and surface moisture. The abrasive blast-cleaned surface shall not be allowed to flash rust prior
to coating application.
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4.3. Field Joints — Coating Application

4.3.1. FBE over FBE

The weld zone shall be heated in accordance with manufacturer’'s recommendations, but not to
exceed 475°F, using an induction-heating coil of sufficient size, width, and power to provide the
required heat in the weld zone and 2 inches of the fusion-bonded pipe coating. The heat shall be
gradually applied at a rate to prevent blistering, disbondment, or other anomalies to the existing
plant-applied pipe coating. Graduated Tempilstik or other applied methods shall be used to
measure the temperature; only the smallest spot of metal is to be touched with the Tempilstik.

4.3.1.1. Single-Layer Fusion-Bonded Epoxy Powder

After the induction coil is removed, install the powder-application apparatus around the field
joint. Apply the approved dry-film thickness FBE powdered coating as rapidly as possible
to prevent premature cool-down of the heated zone, to achieve the minimum dry-film
thickness.

4.31.2. Two-Layer FBE and Abrasion Resistant Overlay (ARO)

After the induction coil is removed, install the specifically designed powder-application
apparatus around the field joint. Apply the approved dry-film thickness FBE powdered
coating as rapidly as possible to prevent premature cool-down of the heated zone, followed
immediately by the approved dry-film thickness ARO powdered coating.

4.3.2. Liquid Epoxy over FBE

4.3.21. Airless Spray Application

(i) Airless tips shall be of proper size and fan angle, as recommended by the
manufacturer of the coating being applied and of the equipment being used.

(i)  Airless spray equipment shall be equipped with an electric ground wire in the high-
pressure line between the gun and the pumping equipment. The pumping equipment
shall be properly grounded to avoid build-up of static charge on the gun.

4.3.2.2. Plural Component Spray Application

Plural component spray equipment shall be equipped with an electric ground wire in the
high-pressure line between the gun and the pumping equipment. The pumping equipment
shall be properly grounded to avoid build-up of static charge on the gun. Recommend
flushing hoses within 3 — 4 minutes of completion of application.

4.3.2.3. Brush and Roller application

Brushes and rollers shall be of style, size, and quality to enable proper application of
coating according to manufacturer's recommendation. The coating shall be applied with
the conformity and thickness specified.

4.3.3. Liquids over mill applied ARO liquids (SPC 2888 and Powercrete J products only)
(1) ARO is to be used only when specified and approved by Company Project Manager.

(2) Over-coating semi or cured liquid ARO that does not meet the minimum specified thickness, or
due to any other anomalies, is not permitted unless approved by the Corrosion Prevention
Manager or Supervisor.

—
w
-~

Surface preparation shall be performed in accordance with Section 4.2 of this standard.

c

Contractor shall mix the coating thoroughly in accordance with manufacturer's recommendation.

G

Preheating of the surface to be coated shall not exceed temperatures as specified in the
Manufacturer's product data sheet.
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(6)

4.4.
(1)

()

@)

4.5.
(1)

()

Contractor shall apply liquid coatings by brushing, rolling, or spray application in accordance with
manufacturer's recommendation to achieve the similar coating thickness as the original pipe
coating thickness.

Field Joints — Coating Inspection and Cure Time

Coating shall be allowed to cure per manufacturer recommendation before the structure is
handled or backfilled. Not following the manufacture recommendations may cause severe
immediate degradation of the newly applied coating.

Time interval between application and backfill shall be controlled within the limits recommended
by the coating supplier. The nondestructive test method that shall be periodically conducted to
determine if the coating is backfill ready is the Shore D Hardness Test as referenced in NACE
RP0105 Liquid-Epoxy Coatings for External Repair, Rehabilitation, and Weld Joints on Buried
Steel Pipelines Section 8.2.5.4.2. Minimum Shore D hardness requirements shall be as indicated
in Tables 9.2 and 9.3 of this standard.

Inspection results must be documented on Company STD.7004 (Below Ground) Coating
Inspection Report or other approved document.

Should any of the following conditions not be met, the Contractor shall recoat the coated field

joints:

(@) The maximum allowable holiday density on any field joint of up to and including 20 in.
diameter shall be three holidays, and of larger than 20 in. diameter, six holidays.

(b)  Coating field joints with continuous or semi-continuous holidays.
(c) Any one holiday exceeding five inches.

(d)  Cured coating shall be of uniform color, gloss, and thickness and shall be free of blisters,
pinholes, craters, fish eyes, sags, bubbles, runs, drips, foreign matter and other
irregularities or anomalies.

Field Joints - Holiday Detection

Holiday inspection for FBE coatings up to 30 mils Dry Film Thickness (DFT) shall be in
accordance with NACE SP0490. This excludes dual layer FBE coating systems and FBE with
ARO.

Holiday inspection for all other buried or submerged pipeline coatings shall be in accordance with
the Manufacturer's recommendations as listed in Table 9.3 of this standard.

One-hundred percent of the coated surface shall be holiday inspected. Holiday inspection shall
be conducted just prior to lowering the pipe into the ditch or submerging or backfilling the pipe.
Any coating damage discovered must be repaired. Inspection results must be documented on
Company STD.7004 (Below Ground) Coating Inspection Report or other approved document.

The detector shall be equipped with a visual and/or audible alarm to signal current flow through
the apparatus.

(a) To verify test voltages for FBE coatings up to 30 mils, reference the procedure outlined in
Section 3.3 of NACE SP0490.

(b)  To verify test voltages for all other buried or submerged pipeline coatings, reference the
Manufacturer’s recommendation and Table 9.3 of this standard.

Holiday detection voltage settings are established based upon the average of the specified
coating dry film thickness range as stated in Table 5.1 of Company STD.7003 Protective
Coatings — Below Ground Steel Surfaces or the Manufacturer's recommendation as stated in
tables included in Section 9.0 of this Standard.

(a) For FBE coating up to 30 mils, the minimum holiday detection voltage is determined based
upon the equation included in Section 3.5, Equation 1, of NACE SP0490.
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Example:

Specified DFT range = 15 — 22 mils

Average of specified DFT range = 18.5 mils

Testing Voltage (V) = KT = 525v18.5 = 2,250 volts (rounded to the nearest 50 volts)

Note: In accordance with section 3.5 of NACE SP0490, “The minimum testing voltage
for a particular coating system shall be within 10% of the value determined by the

Equation.”
4.6. Field Joints - Fills, Offshore/Onshore
(1) Field joint fill is not required for road bores unless specified by Company Project Manager.
(2) Polyurethane foam field joint fill shall be a two-component (two-part) material that rises and

expands completely over the girth weld anti-corrosion coatings and fills the joint annulus on
concrete-coated pipe. When measured parallel to the foam rise, the polyurethane foam shall
have a minimum core compressive strength of 1500 psi at 90 percent deflection and a minimum
compressive strength of 350 psi at 60 percent deflection. It shall have a core density of 12
pounds per square inch or a density sufficient to support the weight of the pipe as it travels over
the barge rollers. The urethane shall also have an open cell content of at least 80 percent.

(3) After the field joint has been coated and approved by qualified Inspector(s), manufacturer's
recommended mold shall be positioned over the field joint area and extended over the plant-
applied concrete coating by approximately 6 inches, leaving an injection port on the top of the
form. The mold shall be securely strapped and banded in place.

(4) Qualified Inspector(s) shall determine that there is no structural effect on the overall joint.

(5) The form shall be filled with polyurethane foam material at a sufficient injection capacity rate to
keep up with the pipe lay operation. Injection rate and timing shall be according to
manufacturer's recommendations so that the required material properties are achieved.

(6) A complete pipe joint may be de-molded after 1 minute of curing.

(7) Field joints shall be visually inspected to locate any voids. Voids of greater than 3 inch diameter
but less than or equal to 12 inch diameter shall be manually repaired. Joints with voids greater
than a 12 inch diameter shall be rejected. The rejected fill shall be removed and replaced by
Contractor at no cost to Company. Post-curing cracks need not be filled if the qualified
Inspector(s) determine there is no structural effect on the overall joint.

(8) For manual repairs, polyurethane foam material components "A" and "B" shall be mixed in
metering cups to obtain the density required by this specification. Sufficient material shall be
poured into the void so that it is completely filled upon rising. Excess material shall be trimmed
for a finish flush with the surface of the joint.

(9) If Contractor fails to promptly correct causes of regularly recurring voids or other defects, the field
joint may be rejected and Company qualified Inspector shall have the right to stop all work until
the cause is remedied.

5.0 RECOAT (EXISTING COATING REMOVAL)

5.1. Recoat - General

(1) Allowable coating types for Recoat (Existing Coating Removal) are liquid epoxy coatings
including Specialty Polymer Coatings (SPC), Powercrete J, Scotchkote 323, and Protol products.
(2) From the list of coating types, coating types not allowed for Recoat (Existing Coating Removal)

are fusion-bonded epoxy, fusion-bonded epoxy repair systems, cold applied tape, coal tar mastic,
and coal tar enamel.
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®)

For coatings that are well bonded and generally in good condition, as determined by the
Company qualified Inspector, remove as little as required to perform the project work. No
additional coating removal is required. For coatings that are in poor condition, consideration
should be given to the removal of all exposed coating and prepare for recoat.

The Contractor shall remove coating in a manner that does not cause an unsafe condition or
damage the pipe. Any method of coating removal that may scar, dent, or damage the pipe
surface is strictly prohibited.

Contractor shall comply with all jurisdictional environmental rules and