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1 & ASERE Scope

RMVEE A TR RIEEN FRFEA T KRR AT BREMREHITEE, M
AR B K

This specification is applied to the general requirements for cleaning and preparation on the
surface of welded constructions by HEC and other qualified suppliers.

2 ARFIIEFZEKR Requirements of Personnel and Equipments

2.1 A BE AN R NIZASA KA ERIR ST RER, ERBEHE RN L ESN S
Bt -

All the operators shall be familiar with dangerous sources and environmental factors of the position| .
and master the precautionary and emergency measures of dangerous factors. |

2.2 FrA BRAE N G REZ RN AR B o R A B UM B AL BR 37

All the operators shall be familiar with operating essentials and responsibilities of the position.

2.3 FrE#EAR %“E,?Filﬁ‘I4’Eﬁﬁﬂz§éﬁ‘§fﬁiﬁ%§éﬁi‘?f)"‘ﬂﬁEm W72l H AR EE .
Before woi‘ki’ngi all the operators shall wear safe and protected tools and also check their reliability.
24 FE B BTG B XA RER, TR DT A B A R RS |
g,

All the equipments and facilities shall meet the requirements of national relevant standards. The
equipments which might cause dangers and damages to operators are forbidden to use.

2.5 WRAXSH (NHE. MRS U FHRENS N,

Relevant factors (eg. voltages, currents) refer to the recommendation of manufactures.
3 B BBF5|BERHE Reference and applicable standards

3.1 GB/T 18838.3-2008 IR B IR B ATANM R E A EB B E A £ B E R FIH AR ERE 3 34
B RGN AL RS

GB/T 18838.3-2008 Preparation of steel substrates before application of paints and related products
specifications for metallic blast—cleanlng abrasives. Part 3: . High-carbon cast-steel shot and ‘grit o

3.2 GB/T 18839.2-2002 W MBI AT 44 2 T £ H0- 6 T AL 7 vk S b o 2
GB/T 18839.2-2002Preparation of steel substrates before application of paints and related products-

Surface preparation methods-Abrasive blast-cleaning

3.3 GB/T 18839.3-2002 WA MKIRT4N I R AL H-R AL HE 7 v-F TRIBH I LA H
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GB/T 18839.3-2002 Preparation of steel substrates before application of paints and related products-
Surface preparation methods-Hand-and power-tool cleaning

3.4 GB/T 8923.1-2011 ¥ E R AT R E A EE B E N BEVITEE 1 84 KB
MR TR ES RSN 05 A I 25

GB/T 8923.1-2011 Preparation of steel substrates before application of paints and related products-
Visual assessment of surface cleanliness--Part 1: Rust grades and preparation grades of steel surfaces
before application of paints and related products and after cleaning of all initial paints and related
products.

3.5 GB/T 2478-2008 ¥ @B RAENIE
GB/T 2478-2008 Conventional abrasive-Brown fused alumina
3.6 GB/T 2481.1-1998 [F] 45 &5 EL FH B RLRL 20 i A D A BRI 268 1 3845 MHEERL F4~F220

GB/T 2481.1-1998 Bonded abrasive-Determination and designation of grain size distribution- Part1:
Macrogrits F4 to F220

| 3.7 SAE J444-2005 W57 HLFNE 2 A 4816 4k 70 BB AL B JR T

| Cast Shot and Grit S\i‘ze,Spcciﬁcations for Peening and Cleaning

| 3.8 0BA.625.0170 HlEEHT RN R T HAL YR T
0EA.625.0170 Preparatmn of steel substrates a:nd coatmg specification
3.9 0BA.625.005 15 EHIIF I B i 4 B itk b

0EA.625.005 Paint and anti-rust system selection criteria for Product components

3.10 ISO8504-2:2000 Preparation of steel substrates before application of paints and related
products-Surface preparation methods-Abrasive blast-cleaning

3.11 ISO11124-3:1993 Preparation of steel substrates before application of paints and related
products specifications for metallic blast-cleaning abrasives. Part 3: High-carbon cast-steel shot and
grit

3.12 ISO8504-3:2000 Preparation of steel substrates before application of paints and related
products-Surface preparation methods-Hand-and power-tool cleaning

3.13 ISO8501.1-2007 Preparation of steel substrates before application of paints and related
products-Visual assessment of surface cleanliness-Part 1: Rust grades and preparation grades of steel
surfaces before application of paints and related products and after cleaning of all initial paints and
related products

3.14 1S08486.1-1996 Bonded abrasives-determination and designation of grain size distribution-
Partl: Macrogrits F4 to F220

4 EL7KZE5K Basic requirements

: i
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4.1 BB EBRERN, FRAEMNEENMIET 85%.
In the blast-cleaning cabinet, RH (relative air humidity) shall be lower than 85%.
4.2 WIRMEERERE, M RERERENEDETES3CU L.

During the blast-cleaning operation, the temperature on the steel surface shall be 3°C higher than
dew point.

4.3 ANZMER & BB 7% 0N BETHIRY; 15 G RN R BE R .

It should not be used when alloy content of the steel grit is more than 7%. Contaminated steel grit is
forbidden to use.

4.4 B RS SROEAA S H MK, BDERMEELN U REMMAKSEE. BT
SEH: 0.56Mpa~0.7Mpa

It is free of oil and water in the compressed air for blasting. If necessary, assemble proper U-shape
pipe and oil-water separator. Compressed air pressure: 0.56Mpa~0.7Mpa

4.5 B R B ARETE LR, WREAKIERE, IREHTE RN B G BEAT R
S

The shot can’t clean oil and grease completely. If water-based coating is used, partial cleaning must
be performed by solvent or detergent before painting.

4.6 BERDSERUE, MIFBIMRIRE <60%I, THFRITE 8 /NN PIMRES: % 60%<IABIMARRER | |

<85%MF, THERL 4 /NEF IR

After grit blasting, if the environmental RH is less than 60%, the components shall be painted in 8
hours; if the environmental RH is more than 60% and less than 85%, the components shall be
painted in 4 hours.

5 AL EERl Blasting abrasives

5.1 BB RF KRB FIRBATE MM RE, SRMBEIRMITERE, BOHIERET
FABWEERENRE, FTKNEECEEREREE U LBRRGEAEHERER. BES
RS BEEM IR E FRAriE GB/T 18838.3 FlE FRAnil SAE J444 Al rE BB . KRMIE %
B E X A5 GB/T 2478 FIE FRFrifE ISO 8486.1 HAHSCHL LR . A &% FH BRI N:
FBRFEM AL S170 (SAE J444 FREXTRL: S550) Aife: 1.6mm~1.7mm

FREWR G140 (SAE J444 TRAEXTRL: G16) HifE: 1.4mm~1.6mm

KERIEFI6A % (SO WXL F16) Brfz: 1.0~1.4mm

The size and type of abrasives must be selected according to the type, grade and surface condition of
steels to be cleared. Meanwhile, it shall be considered as follows: type of grit-blasting system,|

expectant surface roughness, whether recycled or not, etc. Generally, it is selected according tol
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| 5.5 BRI, ERRER AL RISETREME, AT ERA TR, |

| Inprodess, it'is confitmed that the abrasives are clean, dry and oil-free and won’t cause adverse,

6 MERbETX THEAYEESK Requirements to components before grit blasting

related regulations in National Standard GB/T 18838.3 and International Standard SAE J444 for
cast-steel grit and according to National Standard GB/T 2478 and International Standard ISO
8486.1for Brown fused alumina. The usual abrasives in-house are:

High-carbon cast-shot S170 (SAE J444 S550) particle size: 1.6~1.7mm

High-carbon cast-shot G140 (SAE J444 G16) particle size: 1.4~1.6mm

Brown fused alumina 16# A 22(ISO 8486.1 F16) particle size: 1.0~1.4mm

5.2 BERMAE R Ak 2 4 76 B SR AR GB/T 18838.3-2008 IRFE W H AT 40 2R T Ab 2055 S V75 222
A RBEBERBOREREE 3 #82>: SBERAM ZH5E .

The hardness and chemical composition of abrasives shall meet National Standard GB/T

18838.3-2008: Preparation of steel substrates before application of paints and related products
specifications for metallic blast-cleaning abrasives. Part 3: High-carbon cast-steel shot and grit.

53 BHEE/KEMRESBAKRT 02%.

The mass fraction of abrasives water content shall be not more than 0.2%.

5.4 T [EISCER B R K /N 55 v B FE R RD I AR P LR IR A B & AR I TE IO B R
The s,iz;é{and .iﬁi;iish.of recycled abrasives shall meet the requirements of this specification
throughout the whole blasting process.

effect on op‘e‘ration.
5.6 B IRAREI BT DA H SR LA BRI TEE, IR R L 2R
BEETH,

High-carbon cast-steel shot and grit are forbidden to be used on blasting austenitic stainless steel,
such as outlet box of turbo-generator.

57 FEHRBIMERT, BEAETHPRMATTREX =M= EmEN, A AT LMEH mmEE R AL
FEREINDATIEE, IR K BN, BAIaRSM B4,
Under the condition of electromagnetic force, the steel shot left in the components may be harmful to

products. High-carbon cast-steel shot and grit are forbidden to be used on blasting the components,
such as stator frame and cooler casing of turbo-generator.

6.1 J548% J FL A IR B Rb B SR AN 2 A S R PR il o
The blasting requirements of welds and their perimeter zone are free of this clause.

6.2 BRVWILNT, FICLUEFI L F T ASUNAS IR THRMMMTEAR: FAMmL
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il R R ETE#ITITE, R, 50N HENEEE TR SR
Before grit blasting oil, grease and other foreign materials attached to the components surface can be

cleaned by the following tools or methods: grinding and scraping by steel brush, angle grinder,
pneumatic digger; rubbing off them by acetone or other organic solvent.

6.3 BIRMEHRT, WAERTIZNE. BREWED. NARG . AEPRIGETAEE
. BRI,

Before grit blasting, attachments such as bracings and butt straps must be removed. Slags, burrs etc.
can be removed by pneumatic digger, angle grinder and other tools.

6.4 B TEEET, THREANFERERBIORI. [AERKE. MREE, TEBE
BT BRNE

Before grit blasting, it is free of crack, gas hole and other defects to be repaired on components
surface. If the defects exist, repair them firstly and then perform grit blasting.

6.5 XA R EGRP A B RIHUIN TR BEART, N2RA &R ST R

‘Non-blasting machined surface or other surface shall be protected by proper methods.

7 B{EZK Operation requirements

7.1 BURE BB TR, FNREET ERRE: HEA%RIT. SRSk RIT.
Before automatic blasting the equipment shall be confirmed on normal status: electrical insulation is
fine and mechanical parts operate well.

7.2 WS TARSAME], WiRbIE S B AN AT DAST TSR0 (Al AR SR & DBk

During the blasting process, the operators on the outside of blasting cabinet cannot open any
observing windows or doors.

7.3 FLEEVERT, WANE 2 T3 H FE B R FF 200mm~500mm .

During manual operation, the distance from nozzle to component surface must be maintained at
200mm to 500mm.

7.4 FLERAER, WUNT7 S LRI SR AEHIE 15° ~30° .
During manual operation, included angle between spraying direction and normal of component

surface shall be maintained at 15° to 30° .
| 75 (ETWETHRESFRER, LARAIRAMREETFE, BhENZekE.

Before shutdown for observing the blasting quality of component surface, the air line must be turn off]
thoroughly to avoid safety loophole.

7.6 FIEER, BORTLENTERATMA, ERRRT SREEMA 2% BER%.  |
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ISR FLAR R BB R IG K T R 22, B RE A 2R — B L L B B k.

During manual operation, the nozzle’s internal diameter increases because of wearing. Normally the
worn nozzle should be replaced when its internal diameter increases by 25%. If the internal
diameter’s increase caused by wearing may bring about safety loophole, the nozzle must be replaced
even the value does not achieve 25%.

7.7 TARE MRS, SRbETH ZERIIN, @RBREERRART T =4ERE R
AR, AERAESR A B R R JE 77 AT X e i LA B A AL HE
If the surface in the status of machining, it must be confirmed again before blasting, and this can

avoid quality problem caused by omitting protection. Only with the agreement of related personnel,
these machined positions can be performed grit blasting.

7.8 THREAEEZ. B, B BN, BIRRTRT LA RY, B4 ALERI RN
XA E

If there are flanges, screw holes, pipelines and gaps on component surface, they shall be protected
adequately before grit blasting to avoid the entering of steel shot or grit into these positions.

7.9 M FHUBENRE. HAPRRETESENX S, BEFTHBEE.

The areas of thick corrosion and un-achieved by automatic equipment need grit blasting by hand.
8 FRE#5%) Quality control

8.1 BIRDJE LA AN FI Al BRiER B, IREAT A TR TR BRSTESR T AR ETH
RMEKE

After grit blasting, it is not allowed to touch and tread. Before painting, the dust on the surface shall
be cleaned by dry compressed air, brush or other tools.

8.2 REHREF LS| Rz: 40 1 m~100 B m.,

Surface roughness achieves Rz: 40 1 m~100 1 m.

8.3 NRATBUORNRZ BTN, IEH OGBS ERRERR 73R, ST L.
WAR. KB Y. EAbE. 8. R S RiEm A EARYIR, RIRBIELAE
8.4 i,

Without observing by magnified devices, it must be free of any visual oil, grease, dust, dirt, scale,|
| rust, coating, oxide, corrosive and any other foreign materials without stains on the surface of nearly

white metal after grit blasting. The explanation of stains is shown in item 8.4.
8.4 BLIRAIT & TAFRIE b Rz T BAL AR Y 5%, 1R PR f 85 R SO B2 I8 B B T I
% BWPFRED TS,

The proportion of stain on component surface shall be less than 5% of unit area. The staln has ght
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shadow, slight strip or little discoloration caused by iron mold or scale.

8.5 BID JE A THE S EE%, BHRPMER S GB/T 8923.1-2011( KA 1S08501.1-2007)

Xt ML) Sa2.5 BY Sa3.0. B ARG A R FRE 0EA.625.005 BREM O T E AR5 HL .

The parts cleanliness level should be checked, and visual inspection standard meets the

corresponding level Sa2.5 or Sa 3.0 in GB/T 8923.1-2011 (equaled to ISO 8501.1-2007) . Selection

criteria is listed in specification No.OEA.625.005 or other special process documents in detail »

T R 1RSI MARE GB/T 8923.1-2011 ¥R iR BT A R AL BLRTE T AL 00 B AT RE S 1 &6

gy RGBT KM R A2 R IR ZE G R 55 S O b 3 55 28 HO A 52 o

Comment: the rust grades correspond with the related definitions in standard GB/T 8923.1-2011
(equaled to ISO 8501.1-2007) : Preparation of steel substrates before application of paints and

related products-visual assessment of surface cleanliness--Part 1: Rust grades and preparation grades
of steel surfaces before application of paints and related products and after cleaning of all initial
paints and related products.

X 1 BRP R E X R 3R Table 1 comparisons of grit blasting quality
- BYHPIRAS status before grit blastin
| . B

7S status after grit blasting
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9 REIMETIEEZEER Requirements of safety, environmental protection and enegy saving

9.1 B ERAEDBIFF & A TR Z 2N RIEEIERIH M E -
The operation of grit blasting must meet relevant operating rules about safety and environmental
protection in our company.

9.2 HFBIRb A B T A/ =8, TR RADT 2 NGEHEBORT 1 ARE. 1 ABP).
TAER Tage N REEIEBEABITRD X4
The blasting cabinet belongs to airtight and narrow space, so there shall be more than 2 persons

(normally one operates and one monitors). During operation, irrelevant personnel are forbidden to
enter blasting area.

93 FREEH=SIRIEREERE, E4=SUEIATLHET 0.75Mpa.

Turn on the valve of compressed air slowly and the pressure must be not more than 0.75Mpa.

9.4 BRRP R A AT DURE ML 4 I TREEMAEY, B 0B ERIE.

It is free of steel wire rope, temporary tools and any other sundries on the ground of blasting cabinet
to avoid affecting operation. -

9.5 B TAEFFIARI U FME TN TR AR . TR O BDAREIER, BLaR
T 40 7 7 T (5 A

Before grit blasting, it is necessary to wear proper work clothes and protection tools. Work shoes
must be anti-skidding to avoid falling down or damaged caused by steel shot underfoot.

9.6 REB R ETIEN, MBENBRRIFZET, B EERT.

Try to avoid working high above the ground. If need, safety belt shall be necessary to avoid falling
down and getting damaged.

9.7 R TAEFFLGRT LA A TR E PR, AaERsEEETRE . BIEET .
Before grit blasting, it must be confirmed that components are steady and won’t drop, move or
roll-over caused by vibration or impaction.

9.8 BiRb & ULk BRI, Nk N R AP ERZEE .

When the equipment is in trouble, it should be handled or repaired by professional.

0.9 WERDEFH ERARRLZ R MERM, MiZEGHE M, BB R, BRI TAEHAE
A Wre.

The electrical equipment used in blasting cabinet shall be explosion proof and ground connection
well. The light in blasting cabinet shall be fine. Also ensure no outage during operation.

9.10 45 A AT R R RUE BRI TAEBIEXT MR T8 BB E e s
It is absolutely forbidden that operating nozzle with air pressure or grit directs to personnel, windows,
doors, lighting devices or any other electrical equipments.

0.11 ERMEMAES BME B WITHHAL, BRIV AR 650, B2 |
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«,work with naked ﬁre within 5 meters of operatlon field. Before using, fire prevention is necessary.

l9.15 ﬁ)ﬂ}—"f«m

The used c ton: yam surplus orgamc solvent should be treated unifiedly. Do not store or place. at o
will, : Sl R

R BEW LI ERIEEZE RnERE e inl. KRIE.
Inspect and maintain airlines, valves and other important positions periodically to avoid bad sealed
conditions. Air storage tanks, pressure gauges, safety valves must be inspected and corrected
according to relevant codes periodically.

9.12 TAEFF IR BB R R R &, FHEETELER.

Before operation, the ventilation and dust removal devices must be inspected to ensure its normal
work.

9.13 TAEAREIMBI XA LT ST, HERAEVUHBERKHAMERBERIT R, BRBRAER
#PIFEIR 5~10 204H 53k .
After finishing, shut down the valve of compressed air immediately and turn off relevant electrical

equipments ‘according to operation manuals. The ventilation and dust removal devices should be
turned off 5~10mins later.

9.14 BNLEFEH XA TR LT & AR MRINE, BIEGMEARE 5 KTEE A AT LA B K E
Mk, A58 PR A B K S B

The usage and storage of organic solvent must meet relevant rules in company. It is not allowed to

l‘%@‘\ : Iﬂé%% l‘m»er?l%- Bl AbEE, IZIRE R EST

9mﬁ@ﬁéﬂl%%Eiéﬁl%ﬁ%h@ﬁﬁ%@@ﬂ%

The other requirements of safety, environmental protection and energy saving refer to relevant
standards or administrative regulations.

FormNo.; #502~ ©




	0394.tif
	0395.tif
	0396.tif
	0397.tif
	0398.tif
	0399.tif
	0400.tif
	0401.tif
	0402.tif
	0403.tif
	0404.tif
	0405.tif
	0406.tif

