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PAINT
	[bookmark: OLE_LINK289]Item 
	Description
	OK
	N/A
	Punch

	
	
	
	
	

	1. 
	At least 80% of all thickness measurements are greater than, or equal to the specified
[bookmark: _GoBack]DFT, and none of the remaining 20% of readings is below 0.8 × the specified DFT. 
The average of all DFT readings after the final coat exceeds the specified nominal thickness.
The dry film thickness (DFT) of each coat is to be measured as per AS 3894.3 Method B unless otherwise specified in the contract.
	
	
	

	1. 
	Aesthetic finish of the coated surfaces is free from excessive runs, sags, bubbling
and other obvious imperfections.
	
	
	

	1. [bookmark: _Hlk441001496]
	Any steelwork deemed hazardous to be painted yellow with diagonal black stripes. 
	
	
	

	1. 
	All machined surfaces free from paint unless specified by design. 
	
	
	

	1. [bookmark: _Hlk440985821]
	Paint colours correct as per RTIO Standard SS-P118, Scope Of Work and any site specific document. 
	
	
	

	1. 
	All repair work has been undertaken as per RTIO SS-P118 Protective Coatings 
	
	
	

	1. [bookmark: _Hlk440999830]
	Protective coating report meets the requirements in SS_P118 and has been reviewed and approved by the engineer.
	
	
	


[bookmark: OLE_LINK923][bookmark: OLE_LINK924]
GALVANISING
	Item 
	Description
	OK
	N/A
	Punch

	1 
	Galvanising ITP has been reviewed and approved.
	
	
	

	2 
	Coating is adherent, smooth & evenly distributed.
	
	
	

	3 
	Galvanised thickness checks undertaken by vendor & factory test sheets witnessed for conformity to AS4680 and Table 6.1 of SS-P118. 
	
	
	

	4 
	All faying surfaces mechanically treated.
	
	
	

	5 
	Holes are free from excess build up.
	
	
	

	6 
	Coating free from pin holes, acid spots, cracks & laminations.
	
	
	

	7 
	All repair work has been undertaken as per SS-P118.
	
	
	



SURFACE PREPARATION- AS 1627
	Chamber 
	Covered 
	Open 
	Internal 

	ABRASIVE TYPE
	
	GRADE
	

	GRADE OF SURFACE RUST
	A
	B
	C
	D
	SURFACE PROFILE/ ANCHOR PATTERN
	µm

	BLAST PROFILE
	Sa1 Light
	
	Sa 2.5 Near White (95% clean)
	

	
	Sa 2 Commercial (68% clean)
	
	Sa 3 White Metal (100% clean)
	

	Free of dust & spent abrasive
	
	Free of weld slag
	
	Free of sharp edges
	

	Free of oil & contaminants
	
	Free of weld porosity
	
	Free of laminations
	

	Free of flash rusting
	
	Free of weld spatter
	
	Free of burrs
	



WEATHER (record at start time & every 3hrs thereafter until completion)
	TIME
	CLEAR/SUNNY
	OVERCAST
	FOG
	DEW
	RAIN
	WIND

	
	
	
	
	
	LIGHT
	MOD
	HEAVY
	INTERMITTENT SHOWERS
	LIGHT
	MOD
	STRONG

	
	
	
	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	
	
	
	

	
	
	
	
	
	
	
	
	
	
	
	



AMBIENT SURFACE CONDITIONS (record at start time & every 3 hrs thereafter until completion)
	TIME
	AIR/ DRY BULB
	WET BULB
	RELATIVE HUMIDITY
	SUSTRATE TEMP.
	DEW POINT
	SUBSTRATE TEMP. MINUS DEW POINT
	OK TO PAINT

	
	°C
	°C
	%
	°C
	°C
	°C
	Yes  /   No

	
	°C
	°C
	%
	°C
	°C
	°C
	Yes  /   No

	
	°C
	°C
	%
	°C
	°C
	°C
	Yes  /   No

	
	°C
	°C
	%
	°C
	°C
	°C
	Yes  /   No

	
	°C
	°C
	%
	°C
	°C
	°C
	Yes  /   No

	
	°C
	°C
	%
	°C
	°C
	°C
	Yes  /   No



PAINT
	COATING ID
	1st COAT
	2nd COAT
	3rd COAT
	4th COAT

	Generic Type
	
	
	
	

	Brand Name
	
	
	
	

	Resin Batch No
	
	
	
	

	Hardener Batch No
	
	
	
	

	Colour
	
	
	
	

	Thinner Type
	
	
	
	

	% Thinner Used
	
	
	
	

	Date/ Time Applied
	
	
	
	



	
	COATING ID
	1st COAT
	2nd COAT
	3rd COAT
	4th COAT

	APPLICATION
	Brush
	
	
	
	

	
	Roller
	
	
	
	

	
	Spray- Conventional
	
	
	
	

	
	Spray- Airless
	
	
	
	

	
	Spray- Plural Comp.
	
	
	
	

	COATING THICKNESS
	Wet Film
	µm
	µm
	µm
	µm

	
	Dry Film
	µm
	µm
	µm
	µm

	
	Specification
	µm
	µm
	µm
	µm

	
	Maximum
	µm
	µm
	µm
	µm

	
	Minimum
	µm
	µm
	µm
	µm

	
	Average
	µm
	µm
	µm
	µm

	
	No of Readings Taken
	µm
	µm
	µm
	µm

	TESTING
	ADHESION
	
	
	
	

	
	Test Method Used
	

	
	HARDNESS
	
	
	
	

	
	Test Method Used
	

	CONTINUITY TEST
	DEGREE OF CURE TEST (as per AS 3894.4)

	Voltage:
	Pass     
	Fail     
	Pass     
	Fail     



	COMMENTS, OBSERVATIONS & ATTACHMENTS
(Complete a Punchlist Form and attach if any of the checks above marked as “Punch”)

	


	COMPLETED

	I hereby confirm the work has been completed in accordance with Contract specified drawings, specifications & standards.

	PERFORMED BY CONTRACTOR:
	REVIEW BY SUPERVISOR/LEAD ENGINEER:
	EPCM ACCEPTED BY:

	Signature:
	
	Signature:
	
	Signature:
	

	Name:
	
	Name:
	
	Name:
	

	[bookmark: _Hlk432697646]Title:
	
	Title:
	
	Title:
	

	Date:
	
	Date:
	
	Date:
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