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80% of the success of my liquid curing coating is 

depending on surface preparation/application



Source:AMPP



Take Away’s for Today

 Coating Performance

 Cleanliness

 Profile (Roughness)

 HSE/Environmental

 Productivity/Repeatability 

 Norms & Standards

 New, Rehab, Repair

 Training/Certificates

 Developments



Production 
Facility 
Hennef, 
near Bonn in 
Germany



Surface Prep + Testkits for MIC, Chromate 6 
and other Corrosion services



Cordless and with dust/paint particle suction control

7



Yearly

15,000 Tools/Machines for 
operators around the 
world

equals ca. 1 Million m2 
Abrasive Blast Finish 
Quality (recurring)

Note: the ‘blastingeffect’ 

can depend on steel 

thicknesses/hardness



Prevent Cathodic 
Disbondment

 Cathodic disbondment
resistance in relation to 
Gritblasting versus 
Bristle Blasting with 
different millscale, 
dustlevels for coatings



Prevent Loss of 
Adhesion



The Need  for Surface 
Preparation is different per 
Pipecoating Type

 Epoxies

 Polyurethanes

 FBE (standalone or 2LPE/3LPE)

 Polyurea’s

 Thermal Spray Alu Coatings

 Butyl primers

 ‘visco-elastics’

 Wax-based 

 Bitumen Primers



Adhesion 
Mechanisms 
of Coatings

 VanderWaal’s

 Mechanical

 Chemical

 Dispersive

 Electrostatic

 Diffusive

Remember:

Cleanliness is important for chemical bonding 

of liquid curing coatings

Roughness/Profile is for mechanical adhesion



What’s is Surface Preparation

Essential for Surface Preparation is:

Surface Cleanliness 

salts, chlorides, dust, 
grease, oil, fat

Removal Millscale, 
Existing Coatings, 

Rust 
Surface Profile  

Simply, it’s preparing the surface 
to accept a coating/glue or other 

operations.



Pipeline

Steel
Stainless
Duplex
Plastic
GRE
GRP



How do we 

achieve quality 

of surface prep  

today (open or 

closed cycle)?



Some Coatings 
Manufacturers say St2 is 
sufficient for repair and
rehab work

Hand tool



Some prefer St3 

powertool as 

proper prep work

1. HIGH RPM

2. VIBRATION

3. NOISE

4. SMEARING EFFECT

5. BURNISHING EFFECT
SUBSTRATE

6. CHANGES SURFACE 
TENSION OF SUBSTRATE

https://www.google.hr/imgres?imgurl=http://www.unionbrush.com/image/power.jpg&imgrefurl=http://www.unionbrush.com/power.php&docid=y_aLxzRMagIffM&tbnid=dvkJJbHJCaLGtM:&vet=10ahUKEwipjYyr9J7eAhWIkiwKHVGJDMEQMwiFASgDMAM..i&w=500&h=365&bih=795&biw=1368&q=power%20brush&ved=0ahUKEwipjYyr9J7eAhWIkiwKHVGJDMEQMwiFASgDMAM&iact=mrc&uact=8


What’s Are The Current 

Standards for Cleaning?

 ISO 8501-1 Cleaning Pictorial 

Standard for an Assessment

 ST 2 Thorough Hand and Power Tool 

Cleaning

 ST 3 Very Thorough Hand and Power Tool 

Cleaning



Loose Abrasive Blasting is the 

normative method for Sa Cleanliness 

Grades such as Sa1, Sa2,5 etc



Cleanliness Grades For Loose 

Abrasive Blasting at ISO 8501-1 

 ISO Sa 1 Light Blast 
Cleaning

 ISO Sa 2 Thorough Blast 
Cleaning

 ISO Sa 2 ½ Very Thorough 
Blast Cleaning

 ISO Sa 3 Blast Cleaning to 
Visually Clean Steel



Also for SSPC, 

cleanliness is 

defined by the 

method

- Powertool Result VIS 3 Pictorial Standard

- Loose Abrasive Blasting Result VIS 1

`



SSPC Power Tool Standard – VIS 3

 SSPC SP 11 Power Tool Cleaning to Bare Metal

(Section 2.1.1 - requires a minimum of 1 mil 

profile)

 SSPC SP 15 Commercial Grade Power-Tool 

Cleaning  

(Section 2.5 - requires a minimum of 1 mil profile)



Other alternatives for 

Cleaning (not 

profiling)

 Waterjetting  – HPWJ, 
UHPWJ

 Vapour blasting

 Dry Ice Blasting

 Lasercleaning

 Induction removal of old 
bitumen or PE/PP



Bristle Blasting > 10,000 Effective Strikes per Second

 Results up to max. SSPC-SP5/ NACE No.1and ISO 8501-1 Sa3

 Always above 50 Micron Rz for Bristle Blaster (with accelerator 

bar) and 30 Micron MBX

 With various amplitude for reliable coating adhesion and 

corrosion resistance



Surface Profile 

Test

 Surface profile refers to the 

contour or roughness of the 

surface.

 This surface roughness has a 
number of functions

 Increases surface area

 Increases adhesion (mechanical)

 Affects the coverage effect of the 
coating



Surface roughness 
Comparator…



Powertool Bristle 

Blasting Method



KTA Comparator + 

Magnified Mobile 

Phone picture for

Bristle blasting…





FJC Prepper 
Q4 & Q10



Robotic 

Prepper 

Q4

AMI Field Joint Coating, London, 2019



Waterdriven
Bristle Blaster 
Subsea

(no hydraulics 
underwater)



Prepper Q4 Waterdriven
Cordless Video





EUSTREAM Interconnector Meeting quote: “Bristle Blasting is a Project LifeSaver”



Certified Bristle Blasters

Importance of Trained Operators

References

Gasunie Netherlands Nitrogen Plant

Open Grid Europe according GW15



Bristle Blaster Double at 3m2/hour



Repeatability and 
Productivity





Avoid disagreement over 
quality of prep and pipeline 
coating

• Cleanliness relates also to NON-visual contamination (dust, salts, chlorides, 
sulphites) to avoid adhesion loss

• A dense, angular, regular profile (anchor pattern) is required in order to obtain 
the largest, cleaned surface area and maximum mechanical adhesion of the 
coating to the cleaned and profiled substrate.  A rounded, dished profile is not 
acceptable.

• For PQT’s (Procedure Qualification Trial) new field methods should resemble 
same or better performance results 

• In case of method selection, also look at Operator Safety, Operator Training 
(certificate), Health (Chromate 6) PPE, Mobilisation and Demob Cost, 
Recyclability, and Emissions 

•



Roadtour telling about Recycling the Belts 
Program



Confidentiality Statement: this message is solely for the 
individual(s) to whom it is addressed and may contain 
confidential information. If you are not the intended recipient, 
please be advised you have received this message in error and 
any use, dissemination, forwarding, printing or copying this 
message is strictly prohibited. Please delete this message 
immediately and remove it from your system. MONTI -
Werkzeuge GmbH is a company registered under the laws of 
the Federal Republic of Germany with 
Commercial Register Number HRB 12082 (Siegburg) and having 
its registered address at Reisertstr. 21, 53773 Hennef, Germany. 
VAT No. DE 122 269 575. 

http://www.dict.cc/englisch-deutsch/Number.html
https://eur02.safelinks.protection.outlook.com/?url=http%3A%2F%2Fwww.dict.cc%2Fenglisch-deutsch%2FCommercial.html&data=04%7C01%7Cfrits.doddema%40montipower.com%7C6f24d5b2838e46752e2208d9e01a2150%7C1fd089b661af4b5199cd45e317c4e705%7C1%7C0%7C637787225116411495%7CUnknown%7CTWFpbGZsb3d8eyJWIjoiMC4wLjAwMDAiLCJQIjoiV2luMzIiLCJBTiI6Ik1haWwiLCJXVCI6Mn0%3D%7C3000&sdata=tfiSpL6kCtCGYZLpLpoGS2TUodHkPABGy8DD1uUizTM%3D&reserved=0
https://eur02.safelinks.protection.outlook.com/?url=http%3A%2F%2Fwww.dict.cc%2Fenglisch-deutsch%2FRegister.html&data=04%7C01%7Cfrits.doddema%40montipower.com%7C6f24d5b2838e46752e2208d9e01a2150%7C1fd089b661af4b5199cd45e317c4e705%7C1%7C0%7C637787225116411495%7CUnknown%7CTWFpbGZsb3d8eyJWIjoiMC4wLjAwMDAiLCJQIjoiV2luMzIiLCJBTiI6Ik1haWwiLCJXVCI6Mn0%3D%7C3000&sdata=KZHM5P1Gi%2F%2FhukyIretPSIcbSZbErzd0V4ZFm0DPgE8%3D&reserved=0
https://eur02.safelinks.protection.outlook.com/?url=http%3A%2F%2Fwww.dict.cc%2Fenglisch-deutsch%2FNumber.html&data=04%7C01%7Cfrits.doddema%40montipower.com%7C6f24d5b2838e46752e2208d9e01a2150%7C1fd089b661af4b5199cd45e317c4e705%7C1%7C0%7C637787225116411495%7CUnknown%7CTWFpbGZsb3d8eyJWIjoiMC4wLjAwMDAiLCJQIjoiV2luMzIiLCJBTiI6Ik1haWwiLCJXVCI6Mn0%3D%7C3000&sdata=zEJUZbEOzEMjE8Lr0TQt12rxrD%2FdyxFwWYRiFf2EDdU%3D&reserved=0
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