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8. Supervision and Inspection 
There is a growing awareness by design engineers, consultants 
and others responsible for drawing up painting specifications, 
that modern heavy duty coatings are less tolerant of low 
standards of surface preparation and of application than older 
single pack paints. There is an increasing need for control of 
preparation and application, beyond the normal technical 
assistance provided by the paint supplier to cover the surface 
preparation and the coating application especially during large 
projects. 
 
Most coating suppliers, especially those producing heavy duty 
coatings, offer technical support to their products through 
technical service representatives. No matter how experienced 
these people may be, their responsibilities are limited only to 
advising and assisting their clients in the specified use of their 
company's products. Beyond this responsibility there remains a 
need for professional supervision in order to protect the 
interests of both the applicator and the project designers and 
owners. 
 
Many specialist companies now exist who are able to provide 
inspection services for surface preparation and coatings 
application. The advantage of this independent inspection body 
free of commercial ties with the contractor and the coating 
supplier is understandable. While such inspectors will be well 
experienced in surface preparation and application techniques, 
their presence does not absolve the coating company's 
representative from advising and assisting his customer. The 
average inspector is unlikely to have the specialised knowledge 
of the requirements of the product range of each supplier. 
 
The duties of this supervisor can be summarised as follows: 
Inspection of surfaces to be painted. Organisation prior to 
starting the job. Supervision of the work in progress. Keeping of 
adequate records for future reference.  

8.1  Inspection 
On inspection of the surfaces the supervisor may 

decide upon: 

(a) The type of preparation required, 

including the amount of stripping, 

chipping, etc. necessary. 

(b) The particular paints and number of coats 

for the job and, calculated from this, the 

amount of paint needed. 
 

An important point, often overlooked, is that 

adequate planning of the job is necessary if the work 

is to proceed smoothly and allow adequate time for 

preparation, proper intervals between coats, etc. 

Although the time available is often limited, good 

planning will do much to ensure a satisfactory job.  

8.2 Preliminary Organisation 
(a) Labour Force 

If the work is to be carried out in 
accordance with the plan then sufficient 
men must be available, particularly if the 
area is large. In addition to ensuring 
completion of the work in the time 
available, adequate manpower facilitates 
the 'picking up' of wet edges and 
minimises the build-up and shriveling that 
can result from attempts to lap-in edges 
that are partially set. 
 

(b) Staging 
Sufficient staging must be available and 
securely erected. Insecure staging must 
cause delays and is detrimental to good 
application. 
 

(c)  Tools, Equipment and Materials 
All tools should be in good order and 
mechanical equipment in particular 
checked for serviceability. Delay whilst 
equipment is being repaired may 
completely wreck the planned routine of 
the job. 
 

(d) Materials — Intermixing and Allocation 
Sufficient paint of one batch or brand to 
do the complete area should be allotted 
and, if possible, mixed together to 
obviate colour differences. Since 
application characteristics are affected by 
temperature a preliminary trial is 
recommended. Paint pots should be 
clean as should all other equipments. 
Paint pot hooks will be needed when 
working from staging. 
 
Cotton waste should be provided for 
personal cleanliness and for removal of 
splashes etc. 
 

(e) Health Hazards Where health hazards 

exist the supervisor should, before the 

work commences, inform then men of the 

precautions necessary, e.g. men should 

not work below each other when using 

etch primers, or chemical pretreatment 

solutions, face masks and goggles 

should be issued wherever health 

hazards or considerations for comfort 

make this necessary.  

8.3  Supervision 
As the preparation of the surface has considerable 
bearing on the performance of the paint, the supervisor 
should check that the surface has been prepared to 
specification.  
Priming should be done as soon as possible after the 
preparatory work is completed. Care should be taken to 
see that all crevices, edges, rivet heads and other 
projections have been fully primed and that a full but 
even coat has been applied.  
During the supervision phase several checks will need 
to be carried out at frequent intervals.  

8.3.1 Film Thickness & Material 
Consumption 
Specifications for heavy duty coatings 
systems will normally recommend values 
for the minimum dry film thickness which 
are to be achieved if the coating is to give 
its proper performance. The achievement 
of these thickness is the concern of the 
painting contractor, the coating supplier, 
the main contractor's supervisors and 
client's inspectors. The painting 
con t rac to r  mus t  be  concerned  i n  
achieving these thicknesses in the correct 
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number of coats since below specification 
will involve him in additional labour costs 
and the danger of costly time penalties. 
Equally he must avoid wasting expensive 
material by a too generous application, 
since there is an additional danger of slow 
drying and soft films which can cause later 
intercoat problems. The answer lies in the 
correct application of the wet film, and the 
continuous monitoring of this wet film by his 
operators and supervisors. Conversion of 
dry film to wet film may be calculated by 
using the formula:  

   DFT x 100 
  WFT    = -------------------------------------- 
                Vol. Sol. % 

WFT = Wet Film Thickness 
DFT = Dry Film Thickness 
Vol. Sol = Volume Solids %. 

In practice, some of the volatile solvents will 
have evaporated before the wet film 
thickness can be measured by the 
operative, so that the actual measurement 
is of a slightly higher volume solids layer, 
and the resulting dry film thickness may be 
above the theoretical answer. This 
difference will vary with conditions of 
temperature, wind etc., and can be allowed 
for if the contractor correlates wet and dry 
film thickness results at regular intervals. A 
chart is provided in the following section 
enabling calculation of wet film thickness 
requirements after the addition of thinners. 

8.3.2 Measurement of Film 
Thickness 
The most frequent source of trouble on a 
large coating contract is the measurement 
of dry film thickness. There are a number of 
effective and practical magnetic instruments 
available today, and a type of instrument 
which is accepted by all parties should be 
laid down in the specification or contract. 

Some types of gauge are subject to 
interference by magnetism in the steel, by 
the position of the structure in relation to the 
earth's field, or by difficulty in reading the 
gauge under field conditions. These 
instruments should be avoided, and the 
approved instrument in use by the 
contractor, the inspection organisation, or 
by the client should always be compared 
and zeroed regularly on a common 
standard. 

Experienced inspectors will always take 
several readings within a given area, and 
average the results to obtain a mean value. 
The number of readings taken, or the 
percentage of readings which are permitted 
below specification, are often defined in the 
schedule. It should be remembered that 
after the priming coat, dry film thickness 
only indicates total film thickness and gives 
no clear guide as to individual coating 
thickness. In cases of dispute, 
measurement by electric induction 
instrument, or where suitable, a micrometer 
screw gauge, should be used to give a final 
result. 

8.3.3 Holidays and Pinholes 
It is difficult to avoid holidays or pinholes in 
a single coat, especially with manual 
application methods, and it should be 
standard practice to apply at least two coats 
with a marked colour contrast between. 
There is an obvious economic advantage if 

the material in use is capable of giving the 
desired film thickness in one coat, but in 
critical end uses single coat high-build 
coatings are best avoided, unless pinhole 
detection is conducted and repairs made. 
Although excessive pinholing is an 
undesirable feature in the protective 
coating, in cases where cathodic protection 
is in use, e.g. steel vessels and immersed 
structures, the current will tend to 
concentrate at isolated pinholes, protecting 
them and preventing preferential pitting. 
This is the main function of CP in 
conjunction with a coating system since in 
most situations there will occur breaks in 
the coating from mechanical damage and 
physical abuse. Considerable experience is 
required in carrying out and interpreting 
pinhole detection tests, and in those special 
cases where it is required the wording of the 
specification should be clear, and limits 
should be agreed in advance with the client, 
the coating supplier and the inspection 
organisation. 

8.3.4  Recoating 
Recoat times, both minimum and 
maximum, must be observed strictly if good 
adhesion between coats is to be achieved. 
The temperature of the substrate, and 
temperature changes during the drying 
period should also be taken into account. 
This care is necessary because solvent can 
be trapped between coats if overcoating is 
carried out prematurely, while, if it is 
delayed beyond the maximum recomm-
ended period, the earlier coat can become 
too hard for good adhesion. Should the 
latter problem occur, however, it can be 
overcome by a sweep blast or another 
appropriate form of abrasion. 

8.3.5 Final Inspection 
Final inspection is best undertaken before 
striking the staging so that any additional 
work which may be required can be done 
more quickly and easily. 

8.4  Records 
The keeping of formal records can be of considerable use 
throughout the preparation and application period, and of great 
value thereafter. 
As well as providing a record of maintenance, they make a useful 
reference for future work — to save calculation of material 
quantities or man hours, for example. 
Records also help on those occasions when breakdown or failure of 
a surface coating has to be investigated. Indeed, without some 
record of the origin of the paint, conditions during application, etc. it 
can, be impossible to find the cause of any problem that may have 
occurred. 
ICI Industrial Paints' technical experts suggest that the following 
information be recorded: 
Date of painting. 
Description of structure painted. 
Approximate area. 
Date of previous painting, if known. 
Condition of surface. 
Type of preparation. 
Painting system employed. 
Types of paint used, including manufacturers' name, reference and, 
especially, batch numbers. 
Amount of each paint used. 
Method of application. 
Number of men employed. 
Time taken. 
Weather conditions during application. 
Weather conditions during drying. 
Apparent defects, if any. 

 


