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The Arabian Pipe Coating Company Ltd. (APCO) recognizes the 
potential hazards associated with its activities and, through its HSE 
policy, pledges to achieving and protecting the well-being of its 
employees, their families, and the environment. APCO believes HSE 
performances is an integral part of its success as it promotes the 
dedication of its employees and the retention of their capabilities.  
All APCO employees must play active roles in achieving and 
upholding the principles of this policy.

APPCO HSE objectives shall be achieved at all company locations by 
adhering to applicable regulatory laws and to following principles:

• To uphold safe working conditions, provide suitable and maintained 
plant equipment and tools and, to store hazardous materials and 
substances in a safe and legally compliant manner.

• To prevent incident and injury by providing adequate control of 
health and safety risks arising from work activities.

• To effectively manage HSE risk across all development, continuous 
improvement, and project execution initiatives, on a situational basis, 
recognizing that all such initiatives undertaken by the company 
present a new set of HSE risks which, must be identified and mitigated.

• To achieve a safe working environment by changing people’s 
behaviors through frequent engagement in classroom and job specific 
training programs geared towards elevating employee awareness of 
HSE risks and the measures in place to mitigate them.

• To engage and consult with employees regarding day-to-day health 
and safety matters and provide advice and supervision related to the 
handling of these matters.

• To prevent or mitigate the environmental impact of the company at 
each of its operating sites.

• To promote a culture of commitment and adherence to APCO HSE 
principles through audit, measurement and continual improvement of 
APCO HSE performance.

• Employees are empowered to work in a safe condition and can stop 
work if there are safety risks to themselves or others.

The above principles are an integral part of the foundation which 
supports the governance of our company and the programs which will 
foster its development and success.
HSE (Health, Safety and Environment) will be considered first and will 
be evaluated on an equal basis with quality and cost in making 
business decisions. Management will provide continuous support and 
commitment to the implementation of HSE practices.
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Load in inspection is conducted by Quality team as followings: 

• Verify the Spools Tag no & Packing List

• Spools Visual Inspection-Damage & weld Condition (In next slide  you 
can see types of weld imperfections) 

• Spools Configuration Compared to PO

• Coating Scope Confirmation (Type of Coating)

• Flange Face Coating Details.
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• Prior to surface preparation, atmospheric condition such as relative 
humidity, atmospheric temperature, due point and pipe temperature 
should be check if it conforms to requirement

• Using 30/60 Garnet with high air pressure (around 110 psi), the spool 
surface will be blasted to achieve a surface profile of  50-100 micrometer.

• After Sand Blasting the surface color is white/near white as per 
standard Sa 3 for internal blasting and SA 2.5 for external blasting.
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Steel surface should be SA3 which is a white metal for internal services 
and SA2.5 for external services which is near white metal.
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• Dust level:
Tape is attached and removed from the blasted surface inorder to check if 
the dust level.

• Surface Profile:
Testex tape is attached on the blasted surface and rub gently from the 
back against the surface. The profile of the blasted surface will replicate 
on the testex tape which will be measured using the profile gauge.

• Chlorides Checking:
Blasting surface Residual Surface Chlorides level
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After surface preparation , phenolic primer should be applied at DFT 
1-2 mils.  
Initially, agitator should be used to mix the primer thoroughly,  then 
primer will be applied Manually by using high RPM spinning head to 
achieve target thickness. 

�­��
������
After primer application, the spools & fittings will be placed inside the 
oven to heat-up around 400 F (Depend on TDS). This process will take 
45- 60 min based on spools size and wall thickness.
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After spools reached target temp, spools shifted from Oven to coating 
booth to apply FBE powder in internal surface in many passes till 
achieve minimum DFT at whole internal surface.
Coating process can be conducted in  Manual Application & in Semi 
automatic application for straight spools.
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• Visual Inspection:      
Coating Appearance should be, even , smooth surface , without orange 
peel, Sags, …etc. 

• DFT inspection: 
DFT(Dry Film Thickness) will be inspected.
Target DFT is 15-36 mils for internal and external coating.
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Spools 

Finishing

FBE Repair

Cleaning and Grinding

Cutback installation

QC to apply Stencil which include 

company Name, ID numbers, Client 

Name, Project Name, Service details, 

…etc
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Bevelling Machine

Bevelling Station

Root Welding Capping

X–Ray Inspection Internal Welding
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3LPO

Polyurethane

Polyurethane

External FBE Internal FBE
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2” to 72”

Various

- 40°C to 110°C

Internal Pipe Diame

Pipe Length

Operating Temperature
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Induction Coils available for a wide range of pipe diameters
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