SEAL FOR LIFE INDUSTRIES

MANUFACTURER QUALIFIED APPLICATION PROCEDURE for

POLYKEN 930 CSA Z245.30-14 System FC4
(Adhesive and a Polymeric Backing)

Maximum Operating Temperature of 85°C

REVISION: 0.1 ‘ DATE: October 11, 2017
COMPATIBILITY Polyethylene, Polypropylene, Polyethylene Tape, Fusion
Bonded Epoxy and Coal Tar coatings
HANDLING & STORAGE Handle with care and keep boxes upright. Store indoors in a
REQUIREMENTS clean dry ventilated environment. Minimum 16°C Maximum
49°C
THICKNESS PRIMER minimum wet film thickness 50 microns

Cold Applied Tape Thickness Chart
930-35 | 930-50

Backing as supplied 0.165 mm 0.254 mm
(0.0065in) (0.010in)
Adhesive as supplied 0.724 mm 1.00 mm
(0.0285 in) (0.040 in)
EQUIPMENT & CONSUMABLES — Propane or suitable gas torch @ 150,000-300,000 BTU
REQUIREMENTS -~ Propane gas tank, hose, regulator and gauge (if
necessary)

—  Brush or paint roller

— 1027 or 1033A Primer

—  Wet Film Thickness Gauge

— Replica Tape and Spring Micrometer (if necessary)

— Hand wrapping machine (optional)

— Contact pyrometer and dew-point meter.

— 931 or 939 Filler for Raised Welds (as necessary)

— Polyken® 930 Tape

— 905, 954 or 955 Outer Wrap Tape (optional)

— Holiday Detector, Voltmeter set to 5kV/mm + 5kV

— Standard safety equipment such as gloves, goggles, hard
hat, etc.

Installation to be done according to local government

regulations and usual safety precautions.

For proper selection of joint protection materials, see Product

Selection Guide or contact SFL.

SOLVENT REQUIREMENTS Acetone or Isopropyl Alcohol
Surface Preparation and primer/tape application to occur
AMBIENT CONDITIONS ONLY when surface temperature is > 3°C above the dew
point
STEEL SURFACE PREPARATION Minimum Power Wire Brush (avoid polishing the substrate)
ADJACENT COATING Abrade for a minimum of 50mm onto adjacent coating

REQUIREMENTS

Hand Held Propane Torch or Circumferential Heating (Indirect

PREHEATING METHODS
Source) Enclosure

SUBSTRATE TEMPERATURE Minimum 20°C Maximum 80°C (to remove presence of

REQUIREMENTS moisture)

HOLIDAY INSPECTION 5kV/mm + 5kV to a Maximum 15kV

TIME TO BACKFILL Once the applied tape system has returned to ambient
temperatures
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Surface Preparation
The pipe shall be free of mud, oil, grease, or any other foreign material that will prevent the joint coating system from
bonding to the substrate. Visible oil and grease shall be removed with suitable solvent as listed above. The substrate
surface shall be dry prior to the application of the primer/tapes. KEROSENE shall NOT be used for cleaning the pipe
joints.
All substrate surfaces shall be either power wire brush or abrasive cleaned. The power wire brush cleaned surface
shall be cleaned to a Swedish Standards Association (SSA), ISO-8501-ST2 or Steel Structure Painting Council
(SSPC) SSPC-SP3 surface finish. The abrasive cleaned surface shall be a minimum commercial blast surface finish
as specified in Swedish Standards Association (SSA), ISO 8501-SA 2.5 or Steel Structure Painting Council (SSPC)
SSPC-SP6 surface finish.
The anchor pattern shall be 25-76 microns in depth. All burrs and weld slag shall be removed from the pipe surface.

The pipe surface shall be dry and free of any dust particulate prior to the application of the joint coating system.
There shall be no flash rust on the pipe surface prior to the application of the coating system.

Mill applied primary coating system should be beveled at the cutback area with a power wire brush for a minimum
distance of 50mm. Abraded coating shall be removed from the cut back area with a solvent soaked lint free cloth.

The pipe joint surface shall not be covered with dew, frost, or rain moisture prior to the application of the joint coating
system. If necessary the steel substrate shall be heated as above prior to the application of the tape coating system.

Primer Application
Polyken® joint coating system shall ALWAYS be applied with the suitable Polyken® primer either 1027 or 1033A.

The primer shall not be diluted, be thoroughly mixed prior to application and be a minimum of 16°C. The Primer
container shall remain covered when not in use to avoid solvent evaporation and contamination.

The primer shall be applied with a brush or paint roller to a wet thickness of no less than 50 microns with no drips,
runs or sags remaining.

The primer shall cover the entire exposed steel surface including the raised circumferential weld bead and overlap
onto the mill applied primary coating system by a minimum of 4 inches (10 cm).

The primer shall be “dry to the touch" prior to the application of the joint wraps.

Filler material (931 or 939) shall be centered across the weld to minimize tenting and used as necessary.
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Tape Application Method

The cold applied tape coating shall be applied maintaining constant tension across the width of the tape. Pipe
diameter 6”/168.3mm and greater shall be wrapped utilizing a hand-wrapping machine.

The Polyken® 930 SHALL NOT be applied if the coating roll body temperature is below 15°C or above 37°C.

The joint wrap tape coating system shall be applied to the primed pipe surface in either helical or cigarette
configuration, as determined by the end-user specification. The wrapping process shall start at a minimum of 4
inches (10 cm) beyond the cutback edge of the plant applied coating and start on the downside position of the pipe
(3:30 to 5:00 o’clock). The release liner should be removed just prior to the application of the tape to the primed pipe
surface. The end of the helical wrap shall be cut on the downside position on the pipe (7:00 to 8:30 o’clock). This will
prevent contamination of the high tack adhesive.

The joint coating system shall be applied under constant tension that will result in a smooth, wrinkle free coating.
Sufficient tension shall be applied to cause a 1 - 2% neckdown width. The minimum spiral overlap width shall be %" /
1.9 cm. Particular attention will be noted while coating over the girth weld area to prevent wrinkles in the coating.

A minimum of two (2) layers of Polyken® 930 tape coating shall be applied over the field joint. If a single layer of
Polyken® 930 is required, then a mechanical protection outerwrap layer shall be applied over the single layer.

The mechanical protection layer (905, 954 or 955) shall be applied in accordance with this same section. When ditch
conditions dictate or when required by end-user specifications, additional layers of the joint coating system can be
used.

The coated field joint material shall be electrically inspected with the voltage 5kV/mm + 5kV. The holiday detector
will be verified with a calibrated voltmeter.

Repair

Any applied joint coating system that is damaged or holidays’ shall be repaired with the tape system as per the
application method. The damage area shall be cleaned with solvent, the abraded portions trimmed level and
wrapped for a minimum 75mm on either side of the holiday. The repaired area shall be holiday free and re-
inspected.
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