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QUTSIOE PARINTING OF TRANSFORMER RADIATORS WITH

ETCH PRIMER (AA 56183). ANTI-CORROSIVE PRIMER
(AR 56181) AND FULL GLOSSY FINISHING PRINT (AR 56126)

'3 1.  GENERAL:
2 THE STANOARD DETAILS THE PROCESS TO BE FOLLOWED TO
NI PROVIDE A STANDARD PROTECTIVE PAINT FINISH TO TRANS.
FORMER RADIATORS EITHER FOR INDOOR|SERVILE BY USING
ETCH PRIMER (RA 56183) . ANTICORROSIVE PRIMER (AR 56191}
AND FULL GLOSSY FINISHING PRINT (AR S61261).
2812, MATERIAL !
Ef |2.1  ANTI-CORROSIVE PRIMING PAINT RED/BROWN @ RAA S6181
3% 2.2 HIGH QUALITY FULL GLOSSY OUTDOOR
ozt FINISHING PAINT .
g LIGHT GREY SHADE NG.B31 OF 1S-5 AA S5B126
S OR DARK GREY SHADE NO. 632 OF IS5-5 1 AR 58126
. EE 2.3 ETCH PRIMER ) : AR 56183
£ 1Z.4  WHITE SPIRIT GR. 145/285 : B8 56701
#°2 2.5  HARD DRYING CLERR COPAL VARNISH ¢ BP 27598
e P L . :
©2f 3.  PREPARATION OF PRINTS: |
i &S 13.1  CONSISTENCIES OF ANTI-CORROSIVE PRIMING PAINT (2.1)
EF-LIE FULL GLOSSY FINISHING PRINT (2.2), ETCH PRIMER (2.3
BT & COPAL VARNISH (2.5).
j§;§§; BEFORE APPLICATION. ANY SKIN FORMED ON THE PAINT IN
ggégg THE CONTRINER SHRLL BE CAREFULLY REMOVED. ANY SETTLED
=R PIGMENT BROKEN-UP AND THE PAINT THOROUGHLY STIRRED TO
L 2af ENSURE COMPLETE AND UNIFORM MIXING OF THE CONSTITUENTS.
P CARE SHALL BE TAKEN TO AVOID ENTRAINING AIR INTQ THE
el PRINT WHILE STIRRING. THE PAINT SHALL BE STRAINED THROUGH
Lz as MUSLIN CLDTH / 6@ MESH SHIEVE (NYLON OR METALIC).
| gmé THE CONSISTENCIES OF THE PRINTS SHALL BE ADJUSTED AS
 egt BELOW. USINE WHITE SPIRIT (CL.2.4) AS THINNER. VIS.
Y COSITY SHOULD BE MERSURED WITH FLOW CUP NO.4 OF 1513944
O AT THE NORMAL SHOP TEMPERATURE.
i _ CONSISTENCIES WITH CUP M. 4 (SEC.)
T e BRUSH  SPRAY  FLOOD
N COATING COATING COATING|
%~ &) ANTI CORROSIVE PRIMING PAINT 65 + 5 35 +3 35 & 5|
2w (AR S6181), RED/BROWN
= |
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3.2

- VARNISH [BP 27588)

HIGH BURLITY FULL GLOSSY GUTODOOR 68 + 5 3 £ 3 35 t 5|
FINISHING PBINT [(RA SB126)

HARD ORYING CLEAR COPAL 5@ ¢ S5 - -

AR SB1@3 ETCH PRIMER:

AR SB103 ETCH PRIMER AS SUPPLIED CONSISTS OF TWO SEP.
ARATE INGREDIENTS VIZ. PRIMER BASE AND ACCELERATOR (M/S
{(M/5 SHARLIMAR., ALKALI CHEMICALS. RSIAN PRINTS. JENSON -
& NICHOLSON-1:1 BY VOL) IN PROPORTIONS RS PER THE RE.
COMMENDATION OF THE SUPPLIER. FOR BOTH BRUSHING AS WELL
AS SPRAYING THE PAINT PREPARED AS ABOVE DOES NOT RE_
GUIRE RNY THINNING.

IMPORTANT NOTE:

RFTER MIXING. THE PRINT SHALL BE RLLOWED TO MATURE FOR
1/2 HOUR. THE MIXED PAINT SHALL BE USED WITHIN 8 HOURS.

SAFETY PRECRUTIONS:

RA 56183 ETCH PRIMER IS LIABLE TO CAUSE IRRITATION TO
THE SKIN. THIS MAY TRANSPIRE INTO INFLAMMATION., SWEL_
LING, RASH OR PUSTULES ON THE HANDS. ARMS AND OCCA.
SIONALLY ON WHOLE OF THE BODY. |

FOLLOWING PRECAUTIONS SHOULD BE OBSERVED WHILE HAND._
LING THIS MATERIAL.

WORK PLHCE AND STORRAGE ROOMS: SHGULD BE RADEQUARTELY
VENTILATED.

BEFORE STRRTING THE WORK, HANDS SHOULD BE WASHED WITH
SURP & WRTER BAND G0OD BARRIER CRERM APPLIED.

MAXIMUM CARE SHOUL.D BE TRAKEN TO AVOID SPLASHES ON THE
SKIN.

SPLASHINGS ON THE SKIN SHOULD BE IMMEDIATELY WASHED
WITH WATER.

.. BFTER THE W&RK, HANDS, ARMS AND FACE SHOULD BE WASHED

WITH WRTER.
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SURFACE PREPARATION:
DRESSING/GRINDING
AFTER WELDING, ALL WELDS AND CUT EDGES SHALL BE DRE.
SSED AND ANY SURFACE IMPERFECTIONS SHALL BE REMOVED §
BY GRINDING., IF NECESSERY. ?
RADIATOR £LEMENT
DEGREAS ING
SINGLE RADIATOR ELEMENT AFTER AIR PRESSURE TESTING
UNDER WATER SHALL BE WIPED WITH CLERN DRY CLOTHMELSTH
PIECES TO REMOYE WATER AND SHALL BE DEGREASED USING
CLOTH MOISTIONED WITH WHITE SPIRIT (CL.2.4)
RADIATOR DETRILS: |
ALL SUPPORTS AND BRACING DETARILS INCLUDING HEATER AND
OR. HERDER COVER ETC. SHALL BE SHOT BLASTED TO SWEDISH
STRANDARD SIS 255988 GR. SA 2.5.
THE FIRST FRIMER COAT SHALL BE APPLIED WITHIN 168 HOURS |
RFTER SAND / SHOT BLASTING. |
NOTE + BEFORE APPLICATION OF PRIMER CORT SURFACES
SHOULD BE CLERNED BY COMPRESSED RIR TO REMOVE

A DUST ETC. IF ANY.
APPLICATION OF PAINTS:
BRUSH/SPRAY PAINTING OF RADIATOR ELEMENTS
AND ITS DETAILS WITH ETCH PRIMER
AFTER DEGREASING AND RUST REMOVAL (AS SPECIFIED IN CL.4
THE SINGLE ELEMENT SHALL BE BRUSH/SPRRY PRINTED WITH
ETCH PRIMER AS SPECIFIED IN CLRUSE 3.2 TO PROVIDE A
UNIFORM THIN COAT.
DRYING OF THE PAINT
THEPRINTED SURFACES SHALL. BE ALLOWED TO AIR DRY FOR
H PERIOD OF 4 HOURS.
BRUSH/SPRAY PAINTING OF SUPPORT AND BRACING DETAILS
FOR_RADIATOR ELEMENTS AND RADIATOR HEADER & OUTSIDE
OF HERDER COVER WITH ANTI-CORROSIVE PRIMING PRINT.

|

=3
o2

ekl




PRODUCT STANDARD.) - -
TRANSFORMER (19 |~ 12285
| AR Rl SHOP/ENGG. INSTRUCTYON| 69 #4 PRGE 4 OF 5

5T040244. DP

f
N

o
H sed GF
I
o
BT
B
53
i Frujiha
- L
5
o~
£
%
LB
é %5
: z
-
Lo
[y
=
288 5.3
ly G-
L W L
=E? 15,301
i &3-
BT e =
Z .52
Fan) %43“
o Era
§E§“E
5§30
.(H%m :
e "3y
iwﬁuﬁ
zng.ﬂ‘
g
PR
2o
i ggg
CoT 2l
- B
P OBk @
1 Lm.ﬁ,,
Sk
Eiy—
TE
£
E2%
@
h & |5.4,1
g -
.-H: 4.4
Lo
[l B
R
Y
b
s b
e
tn,
el
-
t i
P ac

AFTER WELDING OF ELEMENTS WITH HEADER., ODRMAGED VARNI SH

- THE PROCESS CONSISTS OF PRINTING THROUGH THE NOSE OVER

ALL SUPPORTS AND BRACING DETAILS FOR RADIATOR ELEMENTS AS
WELL. AS RADIATOR HERDER AND OUTSIDE OF HEABER COVER SHRALL.
BE BRUSH/SPRAY PRINTED WITH ANTI-CORROSIVE PRIMING PRINT
(CL.2.13) AT THE SPECIFIED VISCOSITY RS PER CL.3. THE
MINIMUM RIR DRYING TIME SHALL BE 12 HOURS AT SHOP TEMPER.
ATURE YARIATION, HERODER INSIDE SHALL BE BRUSH PRINTED
WITH ONE COAT OF HARD DRYING CLEAR COPAL VARNISH (CL.2.5)
BY BRUSHING RT THE SPECIFIED VISCOSITY RS PER CLAUSE 3.
VARNISH COATING IS TO BE APPLIED BEFORE WELDING OF ELE_
MENTS TO THE HERDER AND TO NOPPLE.

CORTING. TO BE TOUCHED UP. AFTERNATELY, A SECOND CORT GOF
COPAL VARNISH TO BE APPLIED. AFTER WELDINE OF THE NIFPLE
AL30 DAMRGED VARNISH COATING TO BE TOUCHED UP. WHEREVER
NECESSARY.

NOTE !

ODURING CONSTRUCTION OF RADIATOR. OPERATORS HAYE TD WEAR
BREATHING MRASK IN ORDER TO PROTECT THEMSELVES FROM FUMES
EMITTED BY BURNING OF PRINT ON WELDING SPOTS.

FLOOD COATING:
EQUIPMENT FOR FLOOD CORTING

THE RADIATORS. COLLECTING THE EXCESS PHINT RND RECIRCU . |
LATING THIS THROUGH THE NOSE. UNTILL THE RADIATOR IS

COMPLETELY COVERED. THE EQUIPMENT SHALL CONSIST OF MOTOR

DRIVEN CENTRIFUGAL PUMP AND DEL IVERY LINE. THE RADIATORS

SHALL BE SUSPENDED VERTICALLY AND THE PLATFORM SHALL BE

PROVIDED FOR THE OPERATOR AT A SUITABLE HEIGHT. THE PRO.

VISION SHALL BE MRDE TO CONFINE THE PROCESS IN A LIMITED

ARER. THE PAINT SHOULD BE PASSED THROUGH 3@ MESH GRUGE
FILTER BEFORE APPLICATION AND THE MESH SHALL BE CLERNED |
AFTER EACH OPERATION BY IMMERSION IN SOLVENT OR BY BURN..
ING.

PRINTING OF QSSEMBLEQ RABIATORS WITH PRIMING PRINT
(CL.2.1) BY FLOODING:

FIRST COART WITH PRIMING PAINT (CL.2.1) i

RFTER RADIATOR ELEMENTS AND ITS DETAILS ARE-BRUSH PRINTED
RS PER CLAUSE S.1 & 5.2, AND AFTER AIR PRESSURE TESTING
OF ASSEMBLED RADIATORS FIRST COAT OF FLOOD CORATING WITH
ANTI-CORROSIVE PRIMING FRINT (CL.2711 RT THE SPECIFIED
VISCOSITY RS PER CL.3 SHALL BE DONE AS FOLLOWS!
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FIRST CORT OF PRIMING PRINT (CL.2.1) SHALL BE GIVEN BY
FLOOD COATING WHILE WORKING FROM TOP TO BOTTOM. WHEN
THE COATING 15 COMPLETE EXCESS OF PAINT SHAELL BE ALLO.
WED TO DRAIN OFF. WHEN DRAINING CEARSES. THE RADIATOR
SHALL BE REMOVED TO A PLRCE FOR DRYING. THE BOTTOM OF
THE BOTTOM HEADER SHALL ALSO BE PRINTED. IT SHALL BE
ALLOWED TO AIR ORY FOR MINIMUM PERIOD OF 12 HOURS. AT
SHOP TEMPERATURE. RLTERNATIVELY. IF DESIRED. THE JOB )
CAN BE FORCE DRIED RS FOLLOWSy ¢

AFTER PRINTING THE JOB., [T SHOULD BE KEPT AT SHOP TEM_
PERATURE FOR ABOUT 1 HOUR FOR FLASH OFF OF SOLVENT AND
TRICKLING OF EXCESS OF PRINT. THE JOB SHOULD THEN BE

FORCE DRIED IN AN HEARTING OVEN AT A TEPERATURE OF S@°C
TO 78°C FOR 2 HOURS,

5.4.2 SECOND. COAT WITH PRIMING PRINT (CL.2.1)
THIS SHALL BE CARRIED OUT RS PER THE CL.S5.4.1 RABOVE,
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5.5  PHINTING OF RADIATORS WITH FINISHING PRINT (CL.2.2)

of BHARAT HEWVY FLECTRICALS
lyln erwy way detrimental to

5.5.1 FIRST CORT WITH FINISHING PRINT (CL.2.2) OF THE
RADIATORS BY FLOOD COATING.

FIRST COAT OF THE HIGH QURLITY FULL GLOSSY OUTDDOR FI.
NISHING PAINT (CL.2.21 OF THE RADIATORS BY FLOOD COAT.
ING AT THE APPROPRIATE VISCOSITY AS PER CL.3 SHALL BE
CARRIED OUT. THE JOB SHALL BE ALLOWED TO RIR DRY FOR A
FERIDD OF 12 HOURS AT SHOP TEMPERRTURE. RLTERNRTIVELY.
IF DESIRED. THE JOB CAN BE FORCE DRIED IN AN HEATING
OVEN AT /& TEMPERATURES OF S@8°C-78°C FOR 2 HOURS.

5.5.2 SECOND CORT WITH FINISHING PﬂlNT {CL.2.2) BY SPRAY
CORTING
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SECOND CORT OF HIGH QURLITY FULL GLOSSY OUTDOOR FINI.
SHING PRINT OF THE RRBIATORS BY SPRAYING AT THE APPRO_
PRIATE VISCOSITY RS PER CL.3 SHALL BE CARRIED OUT. THE
PRINTED RADIATORS SHALL BE ALLOWEDR TO RIR DRY FOR 24
HOWRS AT SHOP TEMPERATURE BEFORE SHIPPING.

NOTE:

1. AS AN ALTERNATIVELY., HEFORE APPLICATION OF FLOOD CO.
ATING AS PER CLAUSES 5,4.1 TO 5.4.2 ASSEMBLED RADIA.
TORS ARE TO BE HERTED AT 58 C - 780 T FOR 2 HOURS BND
THEN FLOOD PAINTED IN PARINT IMMEDIARTELY AFTER REMOVAL
FROM THE DVEN. i
ONE CORT I5 SUFFICIENT IF REQUIRED THICKNESS 15
ATTAINED
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2. FORCED DRYING OF FINAL FINISHING COAT IS ﬂDT ALLOWED .
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6.1

INSPECTION FOR PROCESS CONTROL

THICKNESS :

THE TOTRL ORIED FILM THICKNESS (DFT) RFTER 4/5 COATS
CINCLUDING ERCH PRIMER] SHALL BE WITHIN 88 TO 118 MI.
CRONS. HOWEVER. AT CERTRIN LOCAL POINTS. ORY PRINT
FILM THICKNESS UPTO 288 MICRONS SHALL BE ACCEPTABLE.

ADHESION BY TAPE TEST:

THIS TEST 15 CARRIED QUT BY APPLYING & REMOVING PRE_
SSURE SENSITIVE AOHESIVE TRPE OVER CUTS MRDE IN THE
PRINT FILM TO ENSURE THAT ADHESION OF PRINT FILM TO
METALLIC SUBSTRATE IS ROEQUATE.

THE TEST SHALL BE CARRIED OUT GENERALLY IN LINE WITH
ASTM O 3359 EXCEPT THAT TRANSPARENT PRESSURE SENSI..
TIVE RDOHESIVE THPE OF 2% MM WIDTH. SHALL CONFORM TO
IS12888 OR SHOULD BEAR 151 MARK. B
METHOD 8 OF ASTM D 3359 SHALL BE FOLLOWED RAND RACCEF._
TANCE CRITERION SHALL BE "4B". VIZ SMALL FLAKES OF
THE CORATING ARE DETRACHED AT INTERSECTIONS AND LESS
THAN 5% OF THE AREA IS AFFECTED.
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