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Kính gửi:  Các Chủ tàu/ Công ty quản lý tàu  
Các Nhà máy sửa chữa tàu biển 
Các Chi cục Đăng kiểm tàu biển 

Quy định III/3-2 của Công ước quốc tế về an toàn sinh mạng con người trên biển 
năm 1974 (SOLAS) đã được sửa đổi, bổ sung yêu cầu két chứa nước dằn chuyên dùng 
của tất cả các tàu mới có tổng dung tích từ 500 trở lên, và không gian mạn kép của tàu chở 
hàng rời mới có chiều dài từ 150 m trở lên phải được sơn trong quá trình đóng tàu phù hợp 
với tiêu chuẩn chức năng được nêu trong Nghị quyết MSC.215(82). Tàu mới là tàu: 

• Có hợp đồng đóng mới vào hoặc sau ngày 01 tháng 07 năm 2008; hoặc 

• Nếu không có hợp đồng đóng mới, tàu có sống chính được đặt hoặc ở giai 
đoạn đóng  mới tương tự vào hoặc sau ngày 01 tháng 01 năm 2009; hoặc 

• Được bàn giao vào hoặc sau ngày 01 tháng 07 năm 2012. 
Hướng dẫn chi tiết về việc áp dụng Nghị quyết MSC.215(82) được nêu trong 

Thông báo kỹ thuật số 023KT/07TB ngày 31 tháng 07 năm 2007 của Cục Đăng kiểm Việt 
Nam (đề nghị truy cập vào mục: Thông báo của VR/ Thông báo kỹ thuật TB trong trang 
tin điện tử của Cục Đăng kiểm Việt Nam: http://www.vr.org.vn ). 

Quy định III/3-2 của Công ước SOLAS cũng yêu cầu việc bảo dưỡng hệ thống phủ 
bề mặt phải được đưa vào kế hoặc bảo dưỡng toàn bộ của tàu. Hiệu quả của hệ thống phủ 
bề mặt phải được kiểm tra xác nhận trong suốt cuộc đời tàu dựa trên hướng dẫn do Tổ 
chức Hàng hải quốc tế (IMO) đưa ra. 

Tại khóa họp thứ 86 được tổ chức tại Luân Đôn, Vương quốc Anh, từ ngày 27 
tháng 05 đến ngày 05 tháng 06 năm 2009, Uỷ ban An toàn hàng hải (MSC) của Tổ 
chức Hàng hải quốc tế (IMO) đã phê chuẩn Thông tư MSC.1/Circ.1330 về Hướng dẫn 
bảo dưỡng và sửa chữa lớp phủ bề mặt, nhằm đáp ứng yêu cầu nói trên của Quy định 
III/3-2, Công ước SOLAS. 
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Liên quan đến vấn đề nêu trên, chúng tôi xin gửi đến các Quý Cơ quan, kèm 
theo Thông báo kỹ thuật này, Thông tư MSC.1/Circ.1330 và đề nghị các Quý Cơ quan 
lưu ý áp dụng. 

Thông báo kỹ thuật này được nêu trong mục: Thông báo của VR/ Thông báo kỹ 
thuật TB của trang tin điện tử của Cục Đăng kiểm Việt Nam: http://www.vr.org.vn   

Nếu Quý cơ quan cần thêm thông tin về vấn đề nêu trên, đề nghị vui lòng liên hệ: 

Cục Đăng kiểm Việt Nam, Phòng Tàu biển 
Địa chỉ: 18 Phạm Hùng, Từ Liêm, Hà Nội 
Điện thoại: + 4 37684701 (số máy lẻ: 521) 
Fax: +4 37684722 
Thư điện tử: hainv@vr.org.vn 
Xin gửi đến các Quý Cơ quan lời chào trân trọng. 

TRƯỞNG PHÒNG TÀU BIỂN 
Nơi nhận: 
-Như trên 
-QP, CTB, CN, VRQC, MT 
-Lưu TB 

 

Nguyễn Vũ Hải 
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6.1.3 Salt contamination will cause accelerated deterioration of the coating if not removed prior 
to coating application.  A recommended procedure to reduce salt contamination is to remove loose 
rust scale followed by good fresh water rinsing, at elevated temperatures and high pressure, if 
possible.  Test the salt content after washing and before coating using standard ISO 8502-9 or other 
equivalent method and re-wash if necessary until the salt level is less than or equal to 80 mg/m2 of 
total soluble salts, calculated as sodium chloride or as recommended by the coating manufacturer.  
This should be the starting point in any surface preparation process in ballast tanks onboard ships.  In 
case of major repair or full recoating, any deviation should be agreed between the parties concerned 
and noted in the CTF. 
 
6.1.4 Rust scale that is not removed prior to coating application will cause early failure.  Loose 
top-scale is easy to remove, however the inner (black) hard scale is much more adherent.  When 
over-coated it will soon detach between the steel and the scale and come off, typically with the 
coating adhering very well to the outside of it.  If the hard scale cannot be removed, the service life 
expectancy of the treatment is 1 to 2 years regardless of the coating used. 
 
6.1.5 Pitting corrosion is a major problem on board ships on plates that have been exposed to 
seawater for some time.  If it has been accepted that the pits need not be welded up in order to 
prevent further accelerated damage, a coating should be applied.  Soluble salts will be present within 
the pits and it is essential that these are removed otherwise corrosion will soon start inside 
over-coated pits, affecting the service life.  Various methods of salt removal from pits have been 
proposed, e.g., water-jetting followed by blast cleaning possibly also exposure to high humidity and 
repeating of water-jetting.  Whichever methods are chosen, any residues from the washing processes 
should be removed otherwise the soluble salt will precipitate out of the water on drying. 
 
6.1.6 When Microbiologically Influenced Corrosion (MIC) is involved the pits are of a much wider 
nature, typically �shiny� clean inside with sharp edges to unaffected surrounding steel and often with 
a foul smell, like rotten egg, being evident when breaking up the scale cap.  An MIC attack can 
proceed very deep, very fast. 
 
6.1.7 Temperature is a critical parameter to consider.  When repairs are carried out in a shipyard, 
proper temperature control can more readily be achieved in the areas requiring coating. 
 
6.1.8 Condensation is always a risk.  It is an absolute necessity that the contractors have a good 
understanding about relative humidity and its relation to substrate temperature and dew point.   
To paint over a surface that is at or below the dew point, or that will be at or below the dew point 
while the coating is wet, will not perform.  Ideally the temperature should be at least 3°C above the 
dew point. 
 
6.1.9 Ventilation is a vital factor.  This is one item that clearly supports both the quality of the 
application and the safety of the operation.  Arrange the ventilation that it extracts from the lowest 
and furthest corners to ensure the fast and efficient removal of dangerous solvents.  The use of 
solvent free coating systems does not mean that ventilation is not required! 
 
6.1.10 Dehumidification is the best insurance for good productivity and performance.  There are 
two different types, i.e. desiccant and refrigeration.  Both work well, the desiccant type being ideal in 
moderate and cold climates, and the refrigeration type in warmer climates.  The use of dehumidifiers 
prevents condensation by lowering the dew point, ensures proper cure of the coating, reduces 
flash-back rusting, prevents grit blasting from �turning� and assists productivity. 
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6.1.11 Compatibility of coating systems is of utmost importance for a good end result.  Unless the 
original coating system is totally removed, a coating system compatible to the original system should 
be used in accordance with the paint manufacturer recommendations.  The coating system requires a 
Statement of Compliance or Type Approval Certificate according to the Performance standard for 
protective coatings for dedicated seawater ballast tanks in all types of ships and double-side skin 
spaces of bulk carriers (resolution MSC.215(82)).  Demonstration of compatibility should not require 
separate approval of the combined coating system consisting of the old coating and new coating. 
 
6.1.12 Stripe coating/design/surface areas should be differentiated with respect to coating 
application as degree of access varies.  Edges, corners, weld seams and other areas that are difficult 
to coat need special treatment.  �Stripe coating� is used to produce a satisfactory coating and to 
obtain specified Dry Film Thickness (DFT) on such areas.  Stripe coats should be applied as a 
coherent film showing good film formation and no visible defects, such as pores or de-wetted areas.  
The application method employed should ensure that all areas which cannot be adequately coated by 
spray application are properly stripe coated.  Stripe coats should be applied by brush or roller.  Roller 
to be used for scallops, ratholes, etc., only. 
 
6.1.13 It is recommended to apply a stripe coat before or after each main coat.  This should be done 
using a colour that contrasts with each main coat, as this makes it easier to see that the stripe coat is 
satisfactory. 
 
6.1.14 Cathodic protection is one commonly used anti-corrosion method in ballast tanks.  Since the 
electric potential of certain anodes may damage the coating in their vicinity, it is recommended that 
the impact of electric potential on coating be considered in the area where cathodic protection system 
is applied. 
 
6.2 Principles for repairs 
 
6.2.1 Repair process: 
 

.1 mud out (�slurry up� and pump out all mud); 
 
.2 de-scaling (hand scrape off loose scale − the use of magnesium descaling can be 

considered); 
 
.3 fresh water rinsing; 
 
.4 drying; 
 
.5 surface preparation (surface preparation method chosen depends on the amount of 

failure and the service life intended); 
 
.6 anode protection (protection of items should not be coated); and 
 
.7 coating. 

 
6.2.2 It is recommended that the process, specification, coating application parameters, standards 
and time schedule are discussed and agreed upon by the parties involved and presented to the 
Administration for review.  The Administration may, if it so requires, participate in the agreement 
process. 
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6.2.3 It is essential that, if a contractor is providing the service, he can prove that all personnel are 
fully qualified to carry out the required work.  It is also necessary that, whilst on board, the team is 
fully conversant with appropriate ship operation, safety and evacuation requirements. 
 
6.2.4 It should be realized that more control over the coating process can be achieved in dock and, 
hence, the overall cost effectiveness of repair must establish whether the required service life will be 
achievable. 
 
6.3 Recommended repair 
 
6.3.1 Table 3 describes the recommended medium and long-term repair to restore �GOOD� coating 
conditions. 
 
6.3.2 Coating repair should be inspected by qualified inspectors certified to NACE Coating 
Inspector Level 2, FROSIO Inspector Level III or equivalent as verified by the Administration. 
 

Table 3  �  Recommended medium and long-term repair 
 

Purpose Preparation Coating system Dry film 
thickness (DFT)

Medium term 
(10-year target 
life) 
(Not 
recommended 
for ships of less 
than five years  
of age) 

• Coating system 
approved 
according to 
resolution 
MSC.215(82) 

• The same coating 
system as was 
originally 
employed, or a 
coating system 
compatible with 
the original system, 
or equivalent 
according to 
manufacturer�s 
recommendation 

• 250 µm DFT**

• Minimum two 
spray coats 
with two 
stripe coats 

Repair of 
affected area 
 
• POOR to 

GOOD 
• FAIR to 

GOOD 

• Removal of mud, 
oil, grease, etc. 

• Fresh water hosing 
• Drying 
• St 3 or Sa 2½* for 

FAIR condition 
• Sa 2½* for POOR 

condition 
• Intact coating next 

to damaged area 
should be feathered 

• Total soluble salts, 
calculated as sodium 
chloride, according 
to manufacturer�s 
recommendation, 
but not more  
than 80 mg/m2 

• Climatic control 

Long term 
(More than  
10 years�  
target life) 

• Coating system 
approved 
according to 
resolution 
MSC.215(82) 

 

• 320 µm DFT 
• Minimum two 

spray coats 
with two 
stripe coats 

                                                 
*  Refer to standard: ISO 8501-1:1988/Suppl:1994.  Preparation of steel substrate before application of paints and 

related products − Visual assessment of surface cleanliness. 
 
**  Coating used approved at 320 µm DFT, according to resolution MSC.215(82), is satisfactory for medium-term 

at 250 µm DFT. 
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Purpose Preparation Coating system Dry film 
thickness (DFT)

  • The same coating 
system as was 
originally 
employed, or a 
coating system 
compatible with 
the original 
system, or 
equivalent 
according to 
manufacturer�s 
recommendation 

 
 
7 COATING TECHNICAL FILE (CTF) 
 
7.1 Maintenance and repair should be carried out in accordance with the procedures and 
recommendations provided in the Coating Technical File (CTF). 
 
7.2 For maintenance, the CTF should contain at least the following: 
 

.1 copy of Technical Data Sheet, including: 
 

.1.1 product name and identification mark and/or number; 

.1.2 materials, components and composition of the coating system, colours; 

.1.3 minimum and maximum dry film thickness; 

.1.4 application methods, tools and/or machines; 

.1.5 condition of surface to be coated (de-rusting grade, cleanness, profile, etc.); 
and 

.1.6 environmental limitations (temperature and humidity); and 
 

.2 ship maintenance records of coating application, including: 
 

.2.1 applied actual space and area (in square metres) of each compartment; 

.2.2 ambient condition during coating; and 

.2.3 method of surface preparation. 
 
7.3 For repairs, the CTF should contain at least the following: 
 

.1 copy of Statement of Compliance or Type Approval Certificate; 
 
.2 copy of Technical Data Sheet, including: 

 
.2.1 product name and identification mark and/or number; 
.2.2 materials, components and composition of the coating system, colours; 
.2.3 minimum and maximum dry film thickness; 
.2.4 application methods, tools and/or machines; 
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.2.5 condition of surface to be coated (de-rusting grade, cleanness, profile, etc.); 
and 

.2.6 environmental limitations (temperature and humidity); 
 

.3 shipyard work records of coating application, including: 
 

.3.1 applied actual space and area (in square metres) of each compartment; 

.3.2 applied coating system; 

.3.3 time of coating, thickness, number of layers, etc.; 

.3.4 ambient condition during coating; and 

.3.5 method of surface preparation; 
 

.4 coating log issued by the coating inspector, stating that the coating was applied in 
accordance with the specifications to the satisfaction of the coating supplier 
representative and specifying deviations from the specifications (example of daily log 
and non-conformity report (see annex 2 to resolution MSC.215(82)); 

 
.5 shipyard�s verified inspection report, including: 

 
.5.1 completion date of inspection; 
.5.2 result of inspection; 
.5.3 remarks (if given); and 
.5.4 inspector signature; and 

 
.6 procedures for in-service maintenance and repair of coating system, if different than 

original coating system. 
 
8 REFERENCES 
 
IACS Recommendation 87 − Guidelines for Coating Maintenance and Repairs for Ballast Tanks and 
Combined Cargo/Ballast Tanks on Oil Tankers, revision 1, 2006. 
 
Note: 
 

1 The above reference is for information purposes only.  Although  
IACS Recommendation 87 has been specifically developed for oil tankers, it contains 
information that may be useful for other ship types. 

 
2 IACS Recommendation 87 is available to download from the website: 

www.iacs.org.uk. 
 
 

__________ 
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