From: Ablson, Maha

To: Peppers, Nicki;

cc: Molohon, Rob;

Subject: FW: Emailing: QPL-0001.pdf

Date: Wednesday, March 09, 2011 1:07:32 PM

Attachments: QPL-0001.pdf

Nicki,

Per 9-1.3B(1) of the Construction Manual, the PEO can code certain RAMs;
therefore, the attached RAM for Painting is already approved per QPL
does not require evaluation by HQ. If you still have any questions
concerning this issue, please feel free to either call or e-mail me.

Thank you,

Maha Ablson

RAM Engineer

WSDOT, Materials Lab
Office: 360.709.5403
Fax: 360.709.5588
mahaab@wsdot.wa.gov

From: Peppers, Nicki [mailto:peppersn@columbiarivercrossing.com]

Sent: Wednesday, March 09, 2011 11:36 AM
To: Ablson, Maha

Subject: Emailing: QPL-0001.pdf
Importance: High

<<QPL-0001.pdf>> Attached is a revised QPL-0001, the RAM sheet (sheet
2) has been revised per our conversation.

This is a high priority RAM, how long will it take to be approved so |

can let the subcontractor know?

And again, Thank you so much for helping me with all this material
stuff. There's a lot to know!

Have a good day,
Nicki

The message is ready to be sent with the following file or link
attachments:


mailto:MahaAb@wsdot.wa.gov
mailto:/O=CRC/OU=FIRST ADMINISTRATIVE GROUP/CN=RECIPIENTS/CN=PEPPERSN
mailto:MolohoR@wsdot.wa.gov
mailto:peppersn@columbiarivercrossing.com
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Qualified Product List

Contractor Product Information

Contractor:  [Alnuer104n Lanstichon Contract No: [ F0 18

Sub Contractor: | ; Date: imam!?)lll ]

Bid Item: [2.07.0( 2& 60701'

Manufacturer: Coatings Unlimited - Kent, WA

Product Name: Paint Coatings
Standard Spec : 6-07.3(3)A, Paint - New Steel Structures - Coating Facility

Product Description : Blasting and coatings of steel structures
Product Restriction :

Acceptance Code : 5105

Code Description : Acceptance is based on field verification of an APPROVED FOR SHIPMENT tag
or stamp. Document, in the field inspectors IDR, the fabrication inspectors initial/name, date,
serial number, quantity and either F or D for foreign or domestic steel and/or iron or not marked.
If the Contract contains a Buy America clause and the material is marked F or not at all the PEO is
responsible for acquiring a Certificate of Material Origin from the Contractor.

Last Updated : Sep 13, 2010

To be completed by the field inspector:

Quantity: Verified By: Date:

http://www.wsdot.wa.gov/biz/mats/QPL/QPLPrint.cfm?Product no=2005535&product ori... 3/7/2011
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1. Acceptance Criteria:
2. Acceptance Criteria:
3. Acceptance Criteria:
4. Acceplance Criteria:
5, Acceplance Criteria:
6. Acceplance Criteria:
7. Acceptance Criteria:
8. Source Approved:

Acceptance Action Codes for use by Project Engineer and Stats Materials Laboratory

Acceplance based upon 'Satlsfactory' Test Report for samples of materials to be incorporated into project.
Mfg. Cert, of Compliance for 'Acceptance’ prior to use of material.
Catalog Cuts for 'Acceptance' prior to use of material. Catalog Cut Approved [ Yes [JNo
Submit Shop Drawings for ‘Approval’ prior {o fabrication of material.
Only ‘Approved for Shipment', WSDOT Inspected' or 'Fabrication Approved Decal' material shall be used.

Submit Certificate of Materials Origin to Project Engineer Office.
Request Transmitted to Slate Materials L.aboratory for Approval Aclion. -

9. Approval Withheld:
10. Approval Withheld:

Remarks:

11. Miscellaneous Acceptance Criteria.

Submit samples for preliminary evaluation.

Project Engineer Distribution
[] Contractor

{1 Fabrication Inspection

DOT Form 350-071 EF
Revised 12/2008

[C] Region Materials
[ Region Operatiens Engineer [] State Materials Lab

State Materials Engineer Distribution

M/S 47365

[[] General File
[ Other

[ signing Inspection
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COATINGS UNLIMITED INC.

18420 68™ AVE. 8., #110
KENT, WA. 98032-1093
PH: 4252513268 FAX: 425.251-3269

PAINT PROCEDURE

AIR SUPPLY MANIFOLD

CUSTOMER; AMERICAN CONSTRUCTION

SPECIFICATION; Prepare and paint per WSDOT Standard Specification M41-10 6-
07.3(9) Painting new steel structures.

The following steps for coating the referenced parts will be in accordance with American
Construction Purchase Order# TBA.

1. All Quality Control hold points and inspections are performed per specification
and CUI shop QC Procedutes and meet WSDOT standards.

2. All surfaces to be coated are cleaned as needed per SSPC-SP1, Solvent Cleaning
prior to other surface preparation methods.

3. Specified surfaces to be coated are abrasive blasted to standard SSPC-SP10, Near
White Metal Cleaning nsing Amesteel #40 steel grit abrasive.

a. Open air blasting in the CUI Blast Room, pressute at the nozzle is 98 to 103
PSI using a #6 Venturi type nozzle which will provide specified standard
blast and a sharp angular anchor profile at the required depth.

b. Representative profile tests are taken after the blast passes visual inspection,

* CUImethod is Testex Tape and Mitutoyo “snap gauge” micrometer.

c. All surfaces not to be coated ave masked and protected per the Drawings.

d. “Lagtime” (time between blasting and coating application) shall not exceed
specified limit, and if no limit is specified, before any rusting or other
contamination of the blasted surfaces ocours. Usual standard lag time is &
hours before re-blasting is required, or sooner, given same caveats. In the
CUI facility, air contaminants are not likely to impact the blasted surfaces,
and unless conditions are expected to approach surface temperaturg < 5°F
over measured dew point temperature, the blast condition will remain
acceptable indefinitely.

e. If CUI intends to use the airless spray method, a Graco air powered Bulldog
or equivalent pump will be employed, generating a minimum of 3000 PSI,
3/8” pressure line, Graco Silver gun with a .019” tip. This method conforms
to the attached Intemational product information document.

f, If CUI intends to use conventional airspray method, a Binx or Devilbis 2
gallon pressure pot will be employed using a Binx or Devilbis gun with a
070" or larger fluid tip and cap that provides best atomization at lowest
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pressute to avoid overspray problems. This method conforms to the
aitached International product information docwmnent,

g. A Nordson wet film thickness gage will be used by the painter to ensure
proper wet thickness which conforms to solids calculations so that proper
dry thickness is provided.

INSPECTION AND TESTING Visual inspection for coating defects and Dry film
thickness (DFT) testing per SSPC PA2 is performed on all coated surfaces,
a. CUI shop uses both Type I and type II DFT gauges. The gauge is properly
calibrated. The gauge to be used on this project is a DeFelsko Positector
6000 FN1 Electronic Coating Thickness Gage (reference Type II in the
Standard.). Re-calibration date for this instrument is 9/20/2011.
b. Any coating defects found during final inspection are corrected in
accordance with coating manufacturer’s printed instructions,
¢, After coating has sufficiently cured for testing, the repaired areas will be
re-inspected,
d. Conformance Certificates are generated, signed by the QC Inspector and
sent with the work-piece.
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Industrial Rk 6.02

& ZINC CLAD® Il ETHYL SILICATE
Marine INORGANIC ZINC-RICH COATING

ParT E B6aV3 BINDER

| SHERWAN | :
WALLIAMS. coatl I'IQS ParT F B69D11 ZInNe Dust

PRODU CT lNFORMATION Revised 08/08

PRODUCT DESCGRIPTION . it

RECOMMENDED Usgs ™ ity ot

ZINC CLAD il ETHYL SILICATE is a salvent-based two- | For use overpropeny prepared blasted steel,

package, inorganic &thyl silicate, zinc-rich coating. + Asaone-~coatmaintenance coating or as a permanent primer
for severely corrosive environments (pH range 5-9)

» Meets Class B requirements for Slip Coefficient and Creep | »+ Econcmical replacerment for galvanizing with similar perfor-
Resistance, .56 mance

Maats AASHTO M-300 specification Ideal for application at low tempenatures or service at high
85% zinc content in dry film temparatures and/or humidity conditions

Coaling seif-heals o rasume protection if damaged Watar intake and discharge lines (non-potable)

Provides cathodic/gacrificial protection by the same Where ahrasion resistance and hardness is required
mechanism as galvanizing. Also protacts steel by forming Bridges, refineries, drilling rigs

an inorganic meisture and solvent barrier Shop or field application

Not recommended for severe acid or alkali exposura

: Propuct CHARACTERISTICS “w .| . 0 . PErRFORMANCE CHARAGCTERISTICS
Finigh: Flat System Tested:! (unlass otherwise indicated)
Subslrate: Stee
Golor: Gray-green Surface Pzreparatlmh . DSSF%?P'IO
Volume Sofids: 82% 2 2%, ASTM D2697, mixed Te.  Znesid il @90 mi= A
Abraslon Reslstanne.
Walght Sollds: .82% 2 %, mixed Method: ASTM D4060, G517 wheel, 1000 cycles, 1 kg
VOC (calculatad): Unreduced: <600 giL; 4.17 Ib/gal :
i J Reduced 10%; <500 giL; 417 Ibfgal ﬁﬁﬂ;lm,aza mg lass
ZinG Gontent in Dry Film:  86% by welght kﬂgmﬁi 9?1%325“332 o psi
Mix Ratio: 2 componants; premeasured Diract Impact Resiatance:
i B aakona it | Method:  ASTM D2704
I;%Lll_lll . RGOI ntlalbs
Recommaended Spreading Rats por coat: ry Hoat Resigtance:
Tho i A v L Method:  ASTM D2485
Dry mils: 2.0-4.0 Result:  780°F
Caverage: 248 » 486 5q fi/gal approximate Immerslon Reslstance (untopcoated):
Note: Brush appllcation fs for small areas only. Method: 1 year
Applicationof coatingabava maximum orbelow minimumresommendsd | Results: Acceptable for: crude ofl, fresh and
spreading rate may advarsely affect coaling performance. demineralized water, gasollne
- Molsture Condensation Resistance;
Drying 3"““"'6@50"15;"’“‘@5“?@‘;;*.,, @100°F Method:  ASTM D4585, 100°F, 2000 haurs
Rain resistant 1 hours 20-30 minutes 15 minutes gggtélit’. Hargr?e';:t[ A=
To touch: 30 minutes 18 minutes 5 minutes Method: ASTM'03363
To handle: 3 hours 1-2 hours 20 minutas Resuit = 3
To regaat: ;E:I hours ;adhours j{ %h;:rs SgﬁuFt'Jg Registance:
To cure: ays aye [
o et Sy, s A pmrons voeorert, | Bosi NoFalldo '
fatura, hum 2l m thickneys dependent.
Rt ‘ i Wet Heat Reslstance:
Pot Lifa: 18 hours B haura 8 hours Method:  Nen-immarsion
Nofe: High humidity will shorten the pot life. Rasult: '
8lip Coefficlent, zine only:
Sweat-in-Time! None required ' Method: AISC Specification for Structural Joints Using
ASTM A325 or ASTIVI A480 Bolts
Shelf Life; Part E - 8 months, unopened Resultt  Class B, 0.56
PartF - 24 man:hs.uunopene.:d
Store Indoors at 40°F ta 100°F Provides performance comparable to products formulated to
Flash Polnt: 55°F, PMCC, mixed ggjinetrgg Specifications: Mil-P-38336, Mil-P-46105, and S5PC
ReduceriClean Up: Below 80°F - Xylene, R2K4

Abova 80°F » Reducer #58, R7K58

Zinc Rich 6.02 continued on back
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& ZINC CLAD® Il ETHYL SILICATE
: E Marine INORGANIC ZINC-RICH COATING
' P B INDER
V!ZL 3;1;;;; Coati ngs Pi:: E ng\[ﬁ1 2ZiNG gusr

PRODUCT |NFORMATION

'.v'

* RECOMMENDED SYSTEMS e |

- SURFACE PREPARATION

Steel, 2inc PrimedFlmsh, immerslon or atmospherlc:
1at Zinc Clad li Ethyi Silicale @ 2.0 - 4,0 mils dft

Steel, Acrylic Topeoat, atmospheric:
1ct, Zing Clad Il Ethyl Silicate @ 2.0 - 4.0 mils dft
2¢ls,  DTM Acrylic Coating @ 2.5 - 4.0 mils dft/ct

Steel, Coal Tar Epoxy Topcoat, atmospheric:
1 et Zine Clad Il Ethyl Silicate @ 2.0 - 4.0 mils dft
1 of, Hi-Mil Sher-Tar Epoxy @ 16,0 - 20.0 mils dft

Steel, Epoxy Topcoat, atmospheric:
ict.  Zinc Clad Il Eihyl Silicate @ 2.0 - 4.0 mils dft
1-2 cts. Macropoxy HS @ 3.0 - 6.0 mils dfi/ct

Staal, Epoxy Topcoat, atmospheric:
1¢t.  Zing Clad )l Eihyl Silicate @ 2.0 - 4.0 mils dft
2¢ts,  Tile-Clad HS Epoxy @ 3.0 ~ 4.0 mils dft/ct

Steel, Urethane Topcoat, atmospheric:

1ct Zine Clad [l Ethyl Sliicate @ 2.0 - 4.0 mils dft
1ct Macropoxy HS @ 3.0 - 6.0 mils dft/ct
1 ct. Sherthane 2K Urethane @ 2.0 - 4.0 mils dft

NOTE: 1 ct. of DTM Wash Primer can be used as an in-
termediate coat under recammended topcoats to
prevent pinholing.

Steel, Class B Compllant System

1ct Zing Clad 1| Ethyl Silicate @ 2.0 - 4.0 mils dft
1ct Steel Spec Epoxy Primer (red) @ 4.0-6,0 mils dft

use, Othersystems may be appropriata,

Surface must be clean, dry, and in sound eondition. Remove
all oil, dust, graase, dirt, loose rust, and other forgign material
to ensure adequate adhasion.

Refer to product Application Bulletin for detalled surface prepa-
ration information,

Minimum recommended surfaca preparation:

fron & Stesl
Atmospheric: S8PC-8P6/ NACE 3, 2
mil profile
Immersion: SBPC-SP10/MNACE 2, 2
mil profile
St s b TINTING ettt 0
Do not tind.
e APPLICATION CONDITIONS. -
Temperature:
air and surface; Q°F minimum, 120°F maximum
material: A40°F minimum
At least 5°F ahove dew point
Relative humidity: 40% - 90% maximum

Water misting may be required at
humidities helow 50%

Refer 1o product Application Bulletin for detailed application
information,

- ORDERING INFORMATION

Packaglng 5 gallons mixed
Part E: 3,75 gallons in a 5 gallon can
Part F; 73 b zinc dust

Weight per gallon: 20,9 +0,2 b, mixed

fna YL SAFETY PREcAunoNs byt

$ 4 "
LIRS

The systems listed above are represantative of the product's

Refer to the MSDS shaet before use.

Published technical data and Insfructions are subject to change
without notice. Contact your Sherwin-Willlams representative
for additional technical data and instructions,

RiscLameR:

~WARRANTYV

The Information and recommendations set forth in his Produst Data Sheet are
Dased upon tests conducted by or on behalf of The Sherwin-Willisms Company.
Such informetion and recommendations set Jorih herei 2re subject to change
andd pertain to the preduct oifered atiha tima of publication. Cansull your Sherwin-

Williams repressntalive to oblain the most recent Preduct Dala Informatjon and
Agppficatlon Bulletin,

‘The Sherwin-Willama Company warrsnle our preducts lo beroa of manufaciudng de-
facts in accord with applicable Shenvin-Willams quaity control prozedures. Lisbility
for products praven defactlve, If any, la limiled to raplacemant of the defactive producd
or {ho refund of tha purchase price paid for (e defective product as determined by
Sherwin-Willlama, EIO QTHER WARRANTY OR GUARANTEE OF ANY KIND 15
MADE BY SHERWIN-WILLIAMS, EXPRESSED OR [MPLIED, STATUTORY, BY
OPERATION OF LAW OR OTHERWISE, INCLUDING MERCHANTABILITY AND
FITNESS FOR A PARTICULAR PURPOSE,
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ZINC CLAD® Il ETHYL. SILICATE
INORGANIC ZINC-RICH COATING

G Coatngs  TmE S
APPL[CATION BU LLET'N Revised 08/08

"' SURFACE PREPARATION -

‘-.\'_‘._ 2 ..,-. .

. AppLICATION. CONDITIONS ™

- ""'Z..

Zine rich coatlngs reguire direct contact between the zinc
pigment in the coating and the metal substrate for opfimum
perfermance. Surface must ba dry, free from oil, dirt, dust, mill
scale, or other contaminants 1o ensure adequate adhesion,

Iron & Stasl (atmospheric service)

Remove all cil and grease from surfaca by Solvent Cleaning per
SSPC-SP1. Minimum surface preparation is Commercial Blast
Cleaning per SSPG-SPB/NACE 3, For better performance, use
Near VWhite Metal Blast Cleaning per SSPC-5P10/NACE 2. Blast
clean all surfaces using a sharp, angular abrasive for optimum
surface profile (2 mils). Prime any bare steel the same day as
it is cleaned or before flash rusting occurs.

Iron & Steel (Immerslon servica)

Remove all oil and grease from surface by Solvent Cleaning
per SSPC-5P1. Minimum surface preparation s Near White
Metal Blast Cleaning per SSPC-SP10/NACE 2. Blast clean all
surfaces using a sharp, angular abrasive for optimum surface
profile (2 mils), Remove all weld spaiter and round all sharp
edges by giinding, Prime any bare steel the same day a= itis
cleaned or before flash rusting ocours.

Note: If blast ¢leaning with sieel media is used, an apprapri-
ate amount of sieel grit blast madia may be incorporated nto
the werk mix to render a dense, angular 1.5 - 2.0 il suiface
profile, This method may result in impraved adhesion and
performance.

Temperature;
alr and surface: 0°F minimum, 120°F maximum
material; 40°F minimum

Atleast 5°F above dew point

40% - 90% maximum
Water misting may be required at
humidities below 50%

Retative humidity:

. APPLICATION EQUIPMENT ;- © ©-.u o3

The following l& a guide, Ghanges in pressures and tip sizes may
be needed for proper spray characteristics. Always purge spray
equipment befare use with listed reducer. Any reduction must
be compliant with existing VOG regulations and compatible with
the existing snvironmental and application conditions:

Reducer/Clean Up
Below BO°F vvvrevereev .. Xylene, R2K4
Above BO°F ... ....Reducer#58, R7TK58

Alrlass Spray

(use Teflon packings and continuous agitation)
Pressure....................... 1800 - 2000 psi

v 38" 1D
017 - 0210
...As neaded up to 10% by volume

Hose....
Reduction........

Conventional 8pray
(continuaus agitatlon required)

Gun ... o BiNKS 85
Fluid Nuzz%e 1 66
Alr Nozzle.... . 63PB

Atomization Pressure ..... 30 - 40 psi
Fluid Pressura................ 10 - 20 psi
Reduciion......‘................As neaded up to 10% by volume

Keap prasstire pot at level of applicatar to avold blocking of fluid
fina due to weight of material. Blow back caating in fluid line at
intermittent shutdowns, but continue agitation at pressura pot.
Brush ... ... For fouch-up anly

If specific application equipment is not listed above, equivalent
aguipment may be substituted.

Zinc Rich 6.02A

conlinued on back
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Industrial 6.02A

& ZINC CLAD® Il ETHYL SILICATE

AT
o 88  Marine INORGANIC ZINC-RICH COATING

SHEIH Wwin ParT E B69V3 BINDER
ALLIAMS. Coatings PARTF B89D11 Zine Dust

APPLICATION BULLETIN

; APPLIGATION PROCEDURES *. = .~ |54

-PERFORMANCE Tipg+-

Surface preperalion must be completed as indleated.
Zing Clad Il comes In 2 premeasured confalners which when mixed
provides 5 gallons of read-to-spply matarial.

Mixing Instruotions: Thoroughly agitate Bindar Part E. Using Gon-
{inuous air driven agitation, slowly mix all of Zinc Dust Part F inta all of
Binder Parl E unfil mixture is complataly uniform, Afler mixing, pour
imlxture through 30-60 mesh screen. Mixed materia| must be used within
8 hours. Do not mix previously mixed material with new. o
If reducer solvent is usad, add only after both components heve bean | .
{horoughly mixad, ) ) ; )
Cantliniols agitation of mixtura during appfication is reulrad, otherwise
zlne dust will quickly ssttle out. i

A%ply paint at the recommanded film thickness and spreading rats as
indicated below: i

Topeeating: Note minimum cure timas at not;mal conditions before
topeoating. Lon erdrymP eqodsareraquireﬁll primer cannol he water
migl sprayed whan himidity is low, Water misting may be required at
e o kel piahole or delaminite fremzinc.rich cost
opcoals w elaminate from zine-fich coatings,
This Is usuayily %Ue o puupr amble icon%ion& or faulty applica(longof
topcoats, This can he minimized by: X
» Praviding adequate ventilation and suitable application and substate
lem?ara ura,
o %dw s;ér:ya?g mpmaf' a mis! coat of the topeoat, reduced up ¢
sl 8, a ol oal, rediiced up 0
é’ﬁ.ﬂmm e Wty off ey ellow with & full coats - -
v App! yin? | wet full coat, but at minimum film bulld, prior 10 applying
a complete full coat.

Strips coat all crevices, welds, and sham angles to prevent early fallura

in these areas.

Recommended Spreading Rate per coat:
Wet mits: 35856

g When using apray %Ppllcation. uge a 50% overlap with each pass of
Dry mils: 2040 the gun fo avoid halidays, bare areas, and pinhalas, lfnecessary, cross
Coverage: 248 - 496 s figal approximete spray at & right angle. :
Nota: Briish application is for small areas oniy, Spr?adf,ng rlages mgt g'? A Iatied Dpru \gunggmsg“%sua % go not ineluds %}
application lass fal & u ¥ 3 OF pOros!
Drylng Schedule @ 5.0 mils wet @ 60% RH__ " !_l%)e? surface, skill and Eec:hnﬁqt5 e of thg applicat ? me hpr_f e A
et Bt B wiee BV, [t delehs unislrogills et Gy,
To toneh: a0mintes TS minutes & minules | o mnng. cimaic + IS SABERIR :
To handle: 3 hours 1-2 hours 20 minutes | Excesslve reduction of material can affect film bulld, ppearance, and
To recoat: 4B hours 18 haurs 18hours | performanca.
To cure; 7 days 7 days ays . .
Immersion service: 14 di; 14 days Do not mix praviously catalyzed material with naw.

MMe! VS 14 days
Drying tima ls temperature, humidity, and film thickness depandent. Do ot apply he mteral bayond recommended pot if.

Pot Lifa: 18 haurs 8 hows 6 hours . \

i P In order to avoid blol ray equipment, clean equipmeant bafora

Note: High humidity will shorten the pot ife. | e o bafara psnodp;{g 3:82%’33 oW it Kyle%lg? R2K4,

Swignt-in-Time: None requirad Keep pregsura pat at laval of applicator to avold blocking of fluid line
dueqopwerght alp matarial. Blow %l;ck coating In fluld line a intermtf[lent -

Application of coafing abova maxiinum or below minimum recommended { lon at
sgtpeading rate maygadversaly affect coating parformance. shutaoums, but continus agfiaton sl pressi
Appl'i‘gaélan above recommended fllm thickness mey result in mud
Cracking.

pot.

Not recommended for severe acid or alkali exposures.

Oll base, alkyd, epoxy ester, and silicone sikyd topcoats are not rec-
nmmnndad.ky poxy A ¢

Polyurethane topcoats require = tte coat of catalyzed epoxy.
Topcoats may bs applled once 50 MEK doubla rubs are achieved, No
gil?g gg %Ejdglighi g'gcas should be visible. %‘,uln hardness teest can

Rafar to Praduct Information sheet for additional psrformance charac-
teristics and proparties.

FAIN B SARETY PRECAUTIONS
Refer to the MSDS sheet before use.

Published technical data and instructlons are subject o change without
notlce. Contact your Sharwin-Williams representativa for additional

technlcal data and instruclions.

RO R s,

Clean apills and spaflers im madialalg with Xylene, R2K4. Clean lools
immediately after use with Xylene, R2K4, Follow manufacturer's safety
recammendations when uslng any solvent.

st DISCLAIMER#40

N

oL SO

The Sherwin-Wiliams Company warrants our produds to be frae of manufacturing de-

The Infosmation end recommendallons et forth in this Produet Data Sheat are
based upon tests conductad by or on behalf ¢f The Sharwin-Willlams Gompany.
Sueh Infarmation snd recommendatlons aet forth hersin 2re subject to change
and periain to the product offerad atihe e of publication. Consult your Sheiwin-
Willlame representalive lo obtain the moef recent Praduct Data Information and
Application Bultetin.

feeta In accord with applicable Sharwin-Willlama quality contrel procedures, Liability
for producls proven dafective, i any, is limied to replacemant of the dafective product
o7 the rafund of tha purchase price pald for tha defectivo product as datermined by
Shenvin-Williams, NO OTHER WARRANTY OR GUARANTEE OF ANY KIND IS
MADE BY SHERWIN-WILLIAMS, EXPRESSED OR IMPLIEDR, STATUTORY, BY
OPERATION OF LAW OR OTHERWISE, INCLUDING MERCHANTABILITY AND
FITNESS FOR A PARTICULAR PURPOSE.
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L pALdS

5.07
COROTHANE® |
IRONOX® B

REDDISH GRAY B65A11

31~

PRODUCT INFORMATION

Revised 1/09

" PRopucT DESCRIPTION:

*. REcOMMENDED, USEs

GOROTHANE | IRONOX B is a single camponeant, VOG cnmp}!-
ant, moisture curing urethane intermediate coatwith micaceous
Iron oxide designed for low temperature applications, providing
chemical and abrasion resistance.

+ Low temperature application - down 1o 20°F

+ Qutstanding adhesion ta most surfaces

* Qutstanding abrasion and chemical resistance
» Suitable for use in USPA inspected facilities

Intermediate coat for lead overcoaling system

Ideal for stripa coating aver primed gurfaces,

Superior coverage on edges and bridging over eracks due o
micaceous iron oxide

Must be topceated for exterior use

Conforms to AWWA D102-03, OCS #2

Acceptable for use as a primar or interniediate coating
Meets reguirements of SSPC Paint Spec No. 41 for zinc ric
moisture cure urethane primer on Intermediate.

R

Welght Sollds: B1.4% & 2%, may vary by color
VOCG (EPA Method 24): <340 g/t 2.8 Ib/gal
Recommended Spreading Rate per coat:
Wet mils: 50-80
Dry mils: 3.0-60
Coverage: 204 - 340 sq fi/gal approximate
Drying Schedule @ 5.0 mils wat @ 60% RH:
@40°F @ 76°F @100°F
Ta touch: 2 hours 40 minutes 20 minutes
To handle! 8 hours & hours 2 hours
To recoat:
mimimum: 8 hours 6 hours 2 hours
maximum: 12 months 12 months 12 months
To cura: 4 days 3 days 1 day

Drying time is tamperature, humidity, and film thickness depen-
dent.

Shelf Life: 12 months, unopened
Stors indoors at 40°F to 100°F
Flash Point: 110°F, PMCC

Reducer/Clean Up: Reducer #15, R7K15 or
@ 6%{!\/1.:‘(( loss = 155720 fGne,

ey LEYT B Wﬁ;‘(

" PRODUCT CHARACTERISTICS ;. :PERFORMANCE CHARACTERISTICS . &
Finish: Low Gloss System Tested: (unless otherwise indicated)
Substrate: Steel
Color: Reddish Gray Surface Preparation: SSPC-8P6
16, Corothane | GalvaPac Zine Primer @ 3.0 mils dft
Volume Solids: 64% + 2%, may vary by color {cl Corothane | IronOx B @ 3.0 mils dft
1ct.  Corothane | ronOx A @ 3.0 mils dit

Method:  ASTM D4585, 180°F, 300 hours
Reaultt  Passes
| Penell Hardness:
Method: ASTM D3363
Result,  2H
Salt Fog Rasistancs:
Method; ASTM B117, 2500 hours
Result:  Passes
Wet Heat Reslstance;
Methed:  Nof-immersion

Abraslen Resistance:

Method:  ASTM D4060, CS17 wheel, 1000 cycles, 1 kg
load

Result; 21 mg loss

Adhasion:

Method:  ASTM D4541

Resuli; 1000 psi

Direct Impact Reaiatanca:

Method: ASTM D2794

Resul:  80in. lbs.

Dry Heat Reslstance:

Method:  ASTM D2485

Result: 300°F

Flexibility:

Method:  ASTM D22, 180° bend, 7/16 " mandrel

Result;  Passes

Molsture Condengation Resistance:

Polyurethane 5,07

continued on back
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& COROTHANE?® |

(g Marine IRONOX® B
nggfnig Coatings REDDISH GRAY BEBAT

PRODUCT INFORMATION

':: RECOMMENDED SYSTENS

., SURFACE PREPARATION s

1ct. Corothane | GalvaPac Zinc Primer
@ 3.0~ 4.0 mils dft
1t Corothane | l[ronOx B @ 3.0 - 5.0 mils dft
1et Corothane | ronOxA @ 2.5 - 3.5 mlls dit
Steel:
1et. Corothane | PrePrime @ 1.5 - 2.0 mils dft
1ct Gorothane | [ronOx B @ 3.0 - 5.0 mils dft
1ct Corathane | IronOxA @ 2.5 - 3.5 mils dft
CGoncrete, smooth;
1¢t Gorothane | PrePrime @ 1.5 - 2.0 mils dft
1ot.  Corothane [ IrchOx B @ 3.0 - 5,0 mils dit
1t Carothane | lronOx A @ 2.5 - 3.5 mils dit
Concrete, rough:
1ct Kem Cati-Coat HS Epoxy Filler/Sealer
@ 10.0 - 30.0 mils dft/ct, a3 required fo fill voids and
provide a cantinuous substrate.
1ct. Corgthane | lronOx B @ 3.0 - 5.0 mils dft
1ct, Corothane ) Aliphatic Finish Coat

@ 2.0 - 3.0 mils dit

valousty palnted surfaces:

Spot prime all bare steel with 1 coat Corothane | GalvaPac
Zinc Rich Primer

1¢t. Corothane | lronOx B @ 3.0 - 5.0 mils dft

et Corothane | lronCx A @ 2.5 ~ 3.5 mils dft

The systems listed above are representative of the product's
use, Other systems may be appropriate.

Surface must be clean, dry, and in sound condition. Remove
all oil, dust, grease, dirt, loose rust, and other foreign material
to ensure adequate adhesion.

Refer to product Application Bulletin for detailed surface prepa-
ration information.

Minitmum recommended surface preparation.

* Iron & Steel: SSPC-SP§ /INAGE 3
* Concrete: SSPC-SP13/INACES
Previously Painted: SSPC-5P2 or SP3, or IGRI 03732,
€SP 13
* Primer required

COTINTING T ke e T

Do not tint.
i .. ApPLICATION CONDITIONS ® " 07
Temperature:
air and surface: 20°F minimum, 100°F maximum
material; 45°F minimum
Do not apply over surface ice
Refative humidity; Can be applied at relalive humidifies

up to 99%.

Refer to product Application Buillefin for detailed application
information.

<: ORDERING INFORMATION

Pa ckagmg

1 and 5 gatlon containers
Waight per gallon: 1362021
5 SAFETY PRECAUTIONS -

Refer to the MSDS sheet before use.

Published technical data and instructions are subject to change
without notice. Contact your Sherwin-Williams representative
far additional technical data and instructions.

The informatlon and recommendations set forth in this Preduet Data Sheet are
based upon teste condusted by or on behalf of The Sharwin-Williams Company.
Such informalion and recornmendations aet forth hereln are subfect lo changs
and partain to the product offered at the time of publicalion, Consull your 8henwin-
Williams representative 1o obtain the moat recent Praduct Data infarmation and
Application Buftetin, ;

Tha Shawin-Wliams Campany wemants our products fo be free of manufacturing de-
{ecls in accord with applicshle Sherwin-Willama qualily aentrol proceduras. Liabilily
for producta proven defadtive, if any, is imiled o replacemeni of lhe defective product
or the refund of the purchase price pald for the defective product ae defermined b
Sharwin-Willlams. NO OTHER WARRANTY OR GUARANTEEE OF ANY KIND |
MADE BY SHERWIN-WILLIAMS, EXPRESSED OR IMPLIED, STATUTORY, BY
OPERATION OF LAW OR OTHERWISE, INCLUDING ME.RCHANTABILIW AND
FITNESS FOR A PARTICULAR PURPOSE, :
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Industrial | 5.07A
o & COROTHANE® |
/Sl Marine IRONOX® B

SHERWIN .
VILLIAMS. Coatmgs Repoish Gray B65A11

APPLlCATlON BULLET'N Revised 1/09

; ;. SURFACE, PREPARATIDN Lo ;- APPLICATION CONDITIONS;
; Surface must be clean, dry, and in sound condilion. Remove | Temperature:
all oil, dust, grease, dirt, loose rust, and other foreign material air and surface; 20°F roinimum, 100°F maximum
to ensure adequate adhesion. material: 45°F minimum
Do not apply over surface lce
i Iron & Stes]
i Remove all ol and grease from surface by Solvent Cleaning per | Relative humidity: Cuan be applied at relative humidities
: SSPC-SP1. Minimum surface preparation is Commercial Blast up to 99%.

Cleaning per SSPC-SPS/NAGE 3, For better performance, use
Near White Metal Blast Cleaning per SSPC-SP10/NACE 2. Blast
clean all surfaces using a shaip, angular abragive for optimum  fe—ow———— — —— —
surface profile (2 mils). Prime any bare steel the same dayas | " 7+'ii i1 . APPLICATION EQUIPMENT ;| - -7 <t
it is cleaned or before flagh rusting occurs.

.| The following is a guide. Changes in pressures and tip slzes may
Poured Concreta be needed for proper spray characteristics. Always purge spray
New equipment before use with listad reducer. Any reduction must
For surface preparation, refer to SSPC-SP13/NACE 8, of ICRI he cumpliantwitp existing VOC regulations and ca'mpat(blewnh
03732, CSP 1-3. Surface must be ctsan, dry, sound, and of- the existing environmental and application conditions.

fer sufficient profile to achieve adequate adhesion. Minlmum

substrate cure is 28 days at 75°F. Remove all form release Reducer/Clean Up .......... R;eggc:r #15,Q)R7K15 or R7K111
agents, curing compounds, salts, efflorescence, laitance, and Xemp
other foreign matter by sandblasting, shotblasting, mecghani- Alrless Spray

cal scarification, or suitable chemical means, Refer to ASTM o
D4260. Rinsathoroughly to achieve a final pH between 8.0 and Pump w
10.0, Allow to dry thoroughly priar to coating, [ESSUIS.....

Old

Surface preparation is done In much the same manner as new
cancrete; however, if the concrate is contaminated with oils,

grease, chemicals, etc, they must be removed by cleaning Redugtion....................A8 needed up to 10% by volume
with a strong detergent, Refer to ASTM D4258. Form release
agens, hardeners, sto. mustbe removed by sandblasting, shot- °°U“I;’f’"ﬂ°“a‘ SP”‘V i
bfasting, mechanical scarification, or suitable chemical means. | Hae o5
it surface deterioration presents an unacceptably rough surface, Flﬂrd- Nowato " .
Kem Cati-Goat HS Epoxy Filler/Sealer ls recommended to patch Proresiatomgy ' ‘9 47 66PR
and resurface damaged concrete. Aitgmizalio'r'a"l:"ressure' .60-70 psi 60-70 psi
E;Illlefll cracks, voids end bugholes with ArmorSeal Crack Fluid Pressurs... ... 16-20 pel 15-20 psi
& 0,
Always follow the standard methods lizted below: Reduction......................AS Needed up fo 10% by volume
ASTM D4258 Standard Practice for Cleaning Concrete. B
ASTM D4259 Slandard Practice for Abrading Congrete, Brush T '
ABTM D4260 Standard Practice for Etching Concrete, Red ct{on e ha naaded ué-lo A0 B TR
ASTM F1868 Standard Test Method for Measuring Moisture u AR Rt 4 s
Vapor Emission Rate of Concrete Rollar
?g;}%ﬁ;g%g:g;g%ﬂ:;‘;ﬁiﬁ&“f Conerate OO v VA NBTS! o syt i -
nolic core
Previously Paited Surfaces Reduction..meee.......AS needed up to 10% by valume

If in sound condition, clean the surface of all foreign matarial,
Smooth, hard or glossy coatings and surfaces should be dulled
by abrading the surface. Apply a test area, allowing paintto diy
ohe week befare testing adhesion. If adhesion Is poor, orif this
product attacks the previous finish, removal of the previous coat-
ing may be necessary, If paint is peeling or badly weatherad,
clean surface to sound substrate and treat as a new surfaca

Polyurethane  5.07A - continued on back

If specific application equipment is not listed above, equivalent
equipment may he substituted.
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< APPLICATION PROCEDURES 1

, PERFORMANGE: TiPS;

Surface preparation must be corpleted as indicated.

Stir paint thoroughly prior to use with a power agitator. Filter
slowly through a 55 mesh screen.

Apply paint at the recommended film thickness and spreading
rate as indicated below;

Recommended Spreading Rate per coat:

Wet mils: 50-8.0
Dty mifs: 3.0-50
Coverage: 204 - 340 sq ft/gal approximate

Drying Schedule @ 6.0 mils wet @ 50% RH:

@40°F @ 76°F @100°F
To touch: 2 hours 40 minutes 20 minutes
To handle; 8 hours 6 hours 2 hours
To recoat;
minimum: 8 hows 6 hours 2 hours
maximum: 12 months 12 months 12 months
To cure! 4 days 3 days 1 day

Drying time is temperature, humidity, and film thicknass depen-
dent.

Application of coating abave maximum or below minimum
recommendad spreading rate may adversely affect ¢oating

Stripe coat all cravices, welds, and shamp angles to prevent early
failure in these areas,

When using spray application, use a 50% overlap with each
pass of the gun to avoid holidays, bare areas, and pinholes. I
necessary, ¢ross spray at a right angle.

Spreading rates are calculated on volume solids and do not in-
clude an application foss factor due to surface profile, roughness
or porosity of the surfacs, skill and technique of the applicator,
method of application, various surface irregularities, material
lost during mixing, spiflage, overthinning, climatic conditions,
and axcesslve film build,

Excessive reduction of matedal can affect film build, appear-
ance, and adhesion.

In order fo avold blockage of spray equipment, clean equip-
ment before use or before periods of extendad downtime with
Reducer #18, R7TK15.

Pour & small amount of Reducer #15, RTK15 over the top of
the paint in the can to prevent skinning or gelling.

Place a temparary cover over the pail o keep excessive
molsture, condensation, fog, or vain from contaminating the
coating.

Itis recommended that partiaily used cans not be sealed/closed
for usa at a later date,

Corothane KAAcceleralor is acceptable for use, See data page
5,98 for details.

Must be topcoated for exterior use.

Refer to Product Information sheet for additional performance

.. CLean Up Insyrucions - -,

- i SAFETY. PRECAUTIONS ¢

Clean spllis and spatters immediately with Reducer#15, R7K15,
Clean tools immediately after use with Reducer #15, R7TK15,
Follow manufacturer's safety recommendatlons when using
any solvent,

Refer to the MSDS sheet before use.

Published technical data and instructions ara subject to change
without notice. Contact your Sherwin-Willlams representative
for additional technical data and Instructions.

g aale'n st 8
oAt

aist DIGGLAIMER it #4787 s
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A W ARRANTV R0
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The mformation and récommendations aet forth in this Produst Dale Sheet are
based upon testa cenducted by or on behaif of The Sherwin-Wiliams Company.
Such information and recommendations set forth hereln era subjact to change
and pertaln fo the product offered at the tima of publicallon. Gonsult your Sherwin-
Williams representative to obtaliy the maat recent Praduct Data Information and
Applleation Bullatin,

The Sherwin-Williarms Company warrants our produats lo bo fres ol manufaciuring de-
facts in accord with apphcable Sherwin-Willizms au@lity control procadures, Lisbilily
far praducts proven defective, Ifany, ls imitad to replacemnent of e defactive product
or the refund ¢f the purcheae price paid for five defactive praduct aa delermined by
Sherwin-Willams, NO OTHER WARRANTY OR GUARANTEE OF ANY KIND IS
MADE BY SHERWIN-WILLIAMS, EXPRESSED OR IMPLIED, STATUTORY, BY
OPERATION OF LAW OR OTHERWISE, INCLUDING MERCHANTABILITY AND
FITNESS FQR A PARTICULAR PURPOSE,

11/15
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PRODUCT INFORMATION

Revisad 11/06

- Propouct DESCRIPTION

Lyl RECOMMENDED USES

GORDTHANE | HS is a single component, VOC camgpllant,
molsture curing urethane designed for low temperature or high
humidity applications while providing UV resistance and chemi-
cal resistance equivalent to two part urethana coalings.

+ Low temperature applicafion - down to 20°F

« Superlor reslstancs to yellawing, chalking, or degradation
by sunlight

Suparior adheslon to most prepared surfaces

Supetlor abrasion resistance

Qutstanding chemical reslstance

VOC compliant

One component

+ Color coat where maximun color and gluss retention are
required

« Suitable for use in the following industries:
- Marine » Petro-Chemical
« Industrial « Pulp and Paper
= Bridge and Highway » Rail
« Water and Waste Water
= Suitable for use in USDA Inspected facilities.
» Conforms to AWWA D102-03 0CS #2

I§rnaximumrecoatims isexcaaded, abrade surfaoe before recoaling.

" PRODUCT CHARACTERISTICS - ¥ % " PERFORMANCE. CHARAGTERISTICS
Finlsh: Gloss System Tested: (unless otherwise indicated)
Subsirate: Steel
. id f colors available Surface Praeparation: SSPC-SPB
Col Vi farigs ficoKiaNe et Corothans | MIO-Aluminum @ 3.0 mils ot
. YT 1et Corothane 1 HS @ 3.0 mils dit
Valume Solida: 61% & 1%, may vary by color Rl Faclai Ranfatanica: ' 1
. : Method:  ASTM D4080, C817 wheel, 1000 cycles, kg load
Weight Solfds: 7% + 2% Result: 80 g loss
Adhesion:
VOG (EPAMethod24):  Unreduced:  <340¢/L;2.81b/gal | Method: ASTM D4541
Resultt 1298 psi
Recomimended Spreading Rate per coaf: Carrosion Weathering:
Wet mils: 3.6-5.0 Methad:  ASTM D684, 12 cycles, 4032 hours
Dry mils: 2.0-3.0 Resuft:  Rating 10 per ASTM D610 for rusting
Coverage: 826 - 489 sq ft/gal approximate Rating 10 per ASTM D714 for blistering
Diract Impact, topcoat only:
Drying Scheduis @ 4.0 mils wet @ 50% RH: Method: ~ ASTM D274
@ 40°F @rrr @ 100°F Ieliili-'l;tﬁity tl?ui:r;;tt}only'
i ML e 2 s 46 minutes | vy ohod: | ASTM D522, 180° bend, 1/8" mandrel
minimum: 24 hours 12 hours 6 hours Et?ﬁ‘ﬁglty' e
maximum: 14 days 14 days 14 days Method:  ASTM-D4585, 1000 hours
To cure: 7 days 3 days 3 days Result:  Rating 10 per ASTM D610 for rusting

Rating 10 per ASTM D714 for blistering
Pencil Hardness:

Drying time Is temperaiure, humldlty, and filmthickness dependant. | Method:  ASTM D3363
i Result: HB
Shelf Life: 12 manths, unopensd Sait Fog Resistahce:
Store indoaors at 40°F fo 100°F, Method:  ASTM B117, 1000 hours
(Tinted colors must be used within 7 | Result:  Rating 10 per ASTM D810 for rusting’
days after tnting) Rating 10 per ASTM D714 for blistering
Thermal Cyeling :
int: . ta Flash Method:  ASTM D2248, 15 cycles
FlistPolns TOP'E 295 Fise Result:  Passes, no cracking, checking, or blistering; no
Reducer/CleanUp:  Reducer #15, R7K15, RTK100, or loss of adheslon; 100% gioss. ratention
R7K111 {(VOC exempt)
Maets requirements of SSPC Palnt 38, Level I,
Polyurethane  5.12 @ Hin /s k’”' 25 o continued on back
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PRODUCT INFORMATION
- RECOMMENDED SYSTEMS'™ 1 11 % ) [la w47, SuRFACE PREPARATION ™ " o

Surface must ba clean, dry, and Ih sound condltion. Reémove

Steel:
et Corothane 1 MIO-Aluminum @ 2.0 = 3.0 mils dft all oil, dust, grease, dit, loose rust, and other foraign material
{ct.  Corothane | [fonox B @ 3.0 - 5,0 mils dft to ensure adequate mdhesion,
1 ¢l Corothane 1 HS @ 2.0 - 3.0 mils dit

Refer {o product Application Bulletin for deteiled surface prepas
Steel: ratlon information.
1 ct. Caorothana | MIO-Aluminum @ 2.0 - 3.0 mils dft
1-2 cts. Corothane | HS @ 2.0 - 3,0 mils dit/ct Minimum recomimended surface preparation.

* ron & Steel: SSPC-SPB/NACE 3
Steel: ) * Concrete & Masonry: SSPC-SP13/NACE 6, or ICRI
et Corothane | GalvaPac Zinc Ptimer 03732, GSP 1-3
@ 3.0 - 4.0 mils dft Previously Painted SSPC-SPZ or §P3
1¢t Gorothans ! Ironax B @ 3.0 - 5.0 mils dft
Yt Corothane | HS @ 2.0 - 3.0 mils dft * Primer raquired
Steel: : kila- ; TINT]NG’ # e SRR T
1 ¢k Cotothane | PrePrime @ 1.0 - 1.5 mils dft .
1ct.  Corothane | MIO-AIum%um @ 2.0« 3.0 mils dt Tint B65WS51 and BE5TS4 anly with 844 colorants, 100% tint
1ct Corathane | lronox B @ 3.0 » 5.0 mils dft strength. Must he usad within 7 days after linting.
1ct. Corothane | HS @ 2.0 - 3.0 mils dft . e APPLICATION CONDITIONS TR
Steel (Epoxy Primer): T ature:
1ct  Dura-Plate MT @ 6,0 - 8.0 mils dft SR e .
& ir and surface: 20°F minimum, 100°F maximum

1-2 ots Corothans | HS Coat @ 2.0 - 3.0 dftfet materiak 48°F minimum
Gonerete, smooth: Do not apply over surface ice
1¢t, Corcthane | PrePrime @ 1.0 - 1.5 mils dft

Relative humidity: Can be applied at refative humidi-

1t fies up to 99%.

Corothane | HS @ 2.0 - 3.0 mils dft
Concrete, rough:

Sn deeply profild or damaged concrete floor: Refer to product Application Bulletin for detailed application

information.

1 et, Kem Cati-Geat HS Epoxy Filler/Sealer
@ 10,0 = 20,0 mils ditlct, as required o fil voids - s ORDERING INFORMATION <55 & 507
and provide a continuous subsirate. i : i S .
1ot,  Corclhane [ HS @ 2.0 - 3.0 mils dit Packaging: 1 and § gallon containers
Previously Painted Surfaces: Weight per gallon:

11.79 1 0.2 Ib, may vary by color.
Spot prime bare steel with 1 coat of Corothane | GalvaPac ey ey y"

Zinc Primer S SAFETY PRECAUTIONS™ 5450 . oo e,

1ct Corothane | HS @ 2.0 - 3.0 mils dit :

Lt Refer to ihe MSDS sheet before use.

1¢t, Corothane | lronox B @ 3.0 - ?.0 mils dft * 5

1ct.  Corothane | HS @ 2.0 - 3.0 mils dft Published technical data and instructions are subject to

(Chack compatibility) change without nofice. Contact your Sherwin-Williams repre-

) sentative for additional technical data and instructions.
The systams listed above are representative of the product's
ugse. Other systems may he appropriate.

I L g

MERC T WARRANTY SR 2005 130 ok

g
2;‘: s

The information and racommendations aet forth in thie Product Data Shect are
based upon tests conduatad hy or on behalf of The Sharwin-Willlams Company.
Such infermatlen and racormendatlons set forth herain are subject lo change
and perteln to the praduct offarad &t the time of publivalion, Conault your
Shemin-Willlsma reprosentative 1o abtain the most recant Fraduct Data (nfor-
matlon and Application Bullatin. .

"The Shemvin-Willlams Company warranta our producls to be free of manufactur-
ing dufects In sccard with spplicebla Sherwin-Williama quality control progediree,
Lizblfity for products proven cefeetlve, If any, is Timiled to replacament of the
defective product or tha refund of the purehase price pald for the defeclive
product aa determined by Sherwin-willlama. NO OTHER WARRANTY OR GUAR-
ANTEE OF ANY KIND IS MADE BY SHERWIN-WILLIAMS, EXPRESSED OR
IMPLIED, STATUTORY, BY OPERATION OF LAW QR OTHERWISE, INCLUD-
ING MERCHANTABILITY AND FITNESS FOR A FARTICULAR PURPOSE.
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APPLICATION BULLETIN

Iron & Steel

Remoave all oif and greasse from sutface by Soivent Cleaning
per SSPC-SP1. Minimum surface preparation Is Commerclal
Blast Cleaning per SSPC-8P6/NACE 3. For better
performance, uge Near White Metal Blast Cleaning per SSPC-
SP10/ NACE 2. Blast clean all surfaces using a sharp, angular
abrasive for optimum surface prafile (2 mils). Prime any bare
steel the same day as It is cleanad.

Poured Concrete

New

For surface preparation, refer to SSPC-SP13/NACE 6, or ICRI
03732, CSP 1-3. Surface must be clean, dry, sound, and offer
sufficient profile 1o achieve adequate adheslon. Minirmum
substrate cure is 28 days at 75°F. Remove all fonn release
agents, curing compaunds, salts, efflorescence, laitance, and
other foreign matter by sandblasting, shotbiasting, mechanis
cal scarification, or suitable chemical means. Refer to ASTM
D4260. Rinse thoroughly to achieve a final pH between 8.0
and 10.0, Allow to dry thoroughly priar to coating.

oud

Surface preparation is dong in much the same manner as New
concrete; howaver, if the concrete is contaminated with oifs,
grease, chemicals, etc., they must ba remaved by cleahing
with a strong detergent, Referto ASTM D4258. Form release
apents, hardeners, eto. must be removed by sandblasting, shof-
blasting, mechanical scatfication, or suitable chemical means.
If surface delerloraifen presents an unacceptably rough sur-
face, Kem Gati-Coat HS Epoxy Filler/Sealer is recommended
to patch and resurface damaged concrete,

Fill all cracks, voids and bugholes with ArmorSeat Crack Flller,
Always follow the standard methods listed below:

ASTM D4258 Standard Practice for Cleaning Concrate.
ASTM D4259 Standard Practice for Abrading Concrete.
ASTM 04260 Standard Practice for Etching Concrete,

ASTM E1869 Standard Test Method for Measuring Mojsture
Vapor Emission Rate of Conciete.

SSPC-SP 13/Mace 6 Surface Praparation of Concrele

ICRI 03732 Concrete Surface Preparation

Previously Palntad Susfaces

if in sound condition, clean the surface of all foreigh material.
Smooth, hard or glossy coatings and surfaces should be dulied
by abrading the surface, Apply a test ares, allowing paint to
dry one week before testing adheslon, If adheston is poor, or if
this product attacks the previous finish, removal of the previous
-coating may be necessary. If paint is peeling or badly
weathered, clesh surface to sound substrate and treat as a
new surface as above.

v, SURFACE PREPARATION - o 184 fidey; o APPLICATION CONPITIONS %37+ w2
Surface must be clean, dry, and In sound condition. Remove | Temperature;
all oil, dust, grease, dirt, toose rust, and other foreign materlal air and suiface: 20°F minimum, 100°F maximum
to ensure adequate adhesion. material; 45°F minimum

Do not apply over surface l¢e

Relative humidity: Can be applied at relative humnidi-

ties up to 99%.

. AppLicaTioN EQUIFMENT -

The following |s a guide, Changes in prassures and tip sizes
may be needed for proper spray characteristics. Always purge
spray ecuipment befote use with listed reducer. Any reduction
rust be compatible with the existing environmental and appli-
cation conditions.

Reducer/Clean Up
BYUShIRON iiisssssanssin Reducer #15, RTK15

SPraY .eeeeiinries ... Aromatic 100 Reducer, R2KS

VOC exempt weeesienenes RTKI
Airless Spray

PUMP cissmvsnreninpensrninn 3001

Pressurs . w1800 = 2000 psi

HOSE .vnn e 1A 1D

TIDmsgmsmmensr 010 w00 BY

FIREE c....cmipion ninseass. 60 MEBH

Reduction vime....... AS Neaded up to 5% by voluine
Conventional Spray

UNIE coe e cevev s ssnere e GEAGO Binks

Bl iissensmissmirniees 300 95

Flulg NOZZIE ...conucvrsrnners Q70 66/65

Alr NOZZI8 1evvvienreinnereseene 947 G6PR

Atomization Pressure ... 60-70 psi 80-70 psi

Fluld Pressure ......cv 16-20 psi 15-20 psi

RedUuction wume-.... AS Needed up 10 5% by volurne
Brush

BIUSH sursrsenieeiensneninrne Natural bristle

Reduction ... A8 Needed up fo 5% by volume
Raller

COVET rrresernessennn e /4" TAIUTAL OF SYNthetic with

phenolic core
Reductlon ... A8 needed up to 5% by voluma

If specific application equipment is not fisted above, equlva-
lent equipment meay be substituted,

Polyurethane  5.12A

canfinued on back
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5.12A

COROTHANE® | HS
ALIPHATIC FINISH COAT

B65-50 SERIES

i} APPLICATION PROCEDURES " ..~ ** i+

APPLICATION BULLETIN

T

o ae L 7 £ PERFORMANCE TiPs./

Surface preparation must be completed as Indicated.

Siir paint thoroughly prior to use wiih a power agitator, Filter slowly
through a §5 mesh scraen.

Apply paint at the recommended film thickness and spreading rate az
indicated below:

Recommended Spreading Rate per coat:

Weimils: 3.5-60
Dry Hnils: 20-30
Goverage: 326 - 489 =q ft/gal approximate
Drylng Schedule @ 4.0 mlis wet @ 50% RH:
@ 40°F @ITF @ 100°F

To touch: 4 hours 2 hours 45 minutes
To recoat: .

minfraum: 24 hours 12 hours 6 hours

meximurm: 14 days 14 days 14 daya
To curg! 7 days 3 days 3 days

if maximum racoal time is exceeded, abrade surface bafora racoating.
Drying fime is temperature, humidity, and film thickness dependent.

Appfieatlon of coating ahova maximum or below minfmum recommented
spreading rale may adversely affect coating performance,

Stripe eost all crevices, welds, and sharp angles to pravent early
faillure in these areas,

When uging spray appllcation, use a 50% overlap with each pass of
the gun to avoid holidays, bare areas, and pinholes. If necessary,
oross spray at a tight angle.

Spreading rates are caleulaled on volume solids and do not Inelude sn
ggpliquilon lwes factor due 1o surfaca profile, roughness ar porosity

the surface, skill and technique of the applicator, methed of applica-
fion, various surface iregularliies, matartal lost during mixing, spill-
age, overthinning, ciitnatlc conditions, end excessive film build.

Excessive reduction of material can affact film bulld, sppearsnca, and
adhaslon.

In order to avoid blockage of spray equipment, ¢lean equipment ba-
%?{ %Jssa or before periods of exteided downtime with Reducer #16,

Pour & smsll amount of Reducer #15, R7K15 over the top of the palnt
in the can to prevent skinning or ge!lfng.

Place a temporary cover over the pail to keap excessive moisture,
¢ondensation, fog, or rain from conteminating the coating.

Do not excaed recommended dry film thickness,

When applying Corothane | - HS aver dark colors, Cerothane | Zino
Primers, of porous sufaces, an intermediata coat of a minimum of 2
finish coats is required for adequate hlde and uniformily of appear-
ance.

Tirted colors must be used within 7 days after tinting.

E-Z Roll Urethans Defoamer is acceptable for use, Sea data page
£.89 for datalls,

Corothane KA Accalarator [s accepiable for use. See data page 6.96
for details.

It is recoramend that partially used cans not be seated/closed for use
al a later date.

Refer ta Product Information sheet for addifional perfurménce char-
acteristics and properies.

il

w42t oy GLEAN UP INSTRUCTIONS . " e s 2

“ . o SAFETY PRECAUTIONS

Claan spills and spatters mmediately with Raducer #15, R7TK15. Clesn
tools immadlately after use with Reducer #15, R7K15.  Follow
manufacturer's safafy recoramendations whan using any solvent,

Refar to the MSDS sheel befura use.

Published technical dsta snd Instiuctions are subjset to changs with-
out notice. Contact your Sherwin-Wikams representativa for addi»
tional tachnical data and instrctions.

.:.-'"_ ».
CERRL

DISCLAIMER 2553 17 Suili nh s Ll

S

oty \.'.n‘?-\'-

The Informaflon and recommendallons set forth in this Product Data Eheoel are
tbazed upon tosts canducled by or on bahalf of The Sherwin-Williams Company.
Such Informatlon and racommendations sot forih hereln ara subject la change
and pertain {0 the praduct offered at the tlme of publication. Copsit your
Sherwln-Willlama represantative to obtain the most recant froduct Data Infor-
mation and Application Bullatin,

‘The Shenvin-Willams Company warrants our produets (o be fres of manufactur-
ing defects In accard with spplloubls Shenyin-willlame quality control preceduras,
Liabflty for products proven defective, If any, is fimited ta replacement of the
defactive product or the refund of the putchass price paid for the defective
product az datarmined by Sherwin-Willama. NO OTHER WARRANTY OR GUAR-
ANTEE OF ANY KIND i8 MADE BY SHERWIN-WILLIAMS, EXPRESSED OR
IMPLIED, STATUTORY, BY OPERATION OF LAW OR OTHERWISE, INCLUD-
(NG MERCHANTABILITY AND FITNESS FOR A PARTICULAR PURPOSE.
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Qualified Product List

Contractor Product Information

Contractor:  [Alnuer104n Lanstichon Contract No: [ F0 18

Sub Contractor: | ; Date: imam!?)lll ]

Bid Item: [2.07.0( 2& 60701'

Manufacturer: Coatings Unlimited - Kent, WA

Product Name: Paint Coatings
Standard Spec : 6-07.3(3)A, Paint - New Steel Structures - Coating Facility

Product Description : Blasting and coatings of steel structures
Product Restriction :

Acceptance Code : 5105

Code Description : Acceptance is based on field verification of an APPROVED FOR SHIPMENT tag
or stamp. Document, in the field inspectors IDR, the fabrication inspectors initial/name, date,
serial number, quantity and either F or D for foreign or domestic steel and/or iron or not marked.
If the Contract contains a Buy America clause and the material is marked F or not at all the PEO is
responsible for acquiring a Certificate of Material Origin from the Contractor.

Last Updated : Sep 13, 2010

To be completed by the field inspector:

Quantity: Verified By: Date:

http://www.wsdot.wa.gov/biz/mats/QPL/QPLPrint.cfm?Product no=2005535&product ori... 3/7/2011



Washington State

VI

Department of Transportation

Request for Approval of

aterlal
L

Contract

FA Number

SR

I=5

\

Date

Sl
=

I
L4

BOTFE

'I".S CG(U\Mle i cev Bn

(Wi\ 0.3+ OR MP 308)

County

WA ae 0R stk

Contractor

AMedichn  CONSTRerton cd‘n\PANY-, INC,

Subcontractor

This form shall be completed prior to submittal.” If this form is not complete at time of

submittal it may be returned for information that was omitted.
For assistance in completing, see Instructions and Example

For WSDOT Use Only
RAM #

Material or
Product/Type

Bid
Item No:

Name and Location of Fabricator,
Manufacturer or Pit Number

Specification
Reference

PE/QPL
Code

Hdgtr./QPL
Code

7x3

Fugn \SH BugBl

COATINGS UNLMITED, INC,

PN DRPWING]

sheed ND4-

StsTERs AR
MANIEOLD/

18420 Hfth Nebwe S

N 1 4

Swikg % 11D

07 A(B)A

5105

ﬁw‘n‘i‘ Ny
3

Kek', WR 78037

(#5) 251 386

-

Project Engineer

mﬁz

s Eeen

Date

glali

State Materials Engineer

Date

1. Acceptance Criteria:
2. Acceptance Criteria:
3. Acceptance Criteria:
4. Acceplance Criteria:
5, Acceplance Criteria:
6. Acceplance Criteria:
7. Acceptance Criteria:
8. Source Approved:

Acceptance Action Codes for use by Project Engineer and Stats Materials Laboratory

Acceplance based upon 'Satlsfactory' Test Report for samples of materials to be incorporated into project.
Mfg. Cert, of Compliance for 'Acceptance’ prior to use of material.
Catalog Cuts for 'Acceptance' prior to use of material. Catalog Cut Approved [ Yes [JNo
Submit Shop Drawings for ‘Approval’ prior {o fabrication of material.
Only ‘Approved for Shipment', WSDOT Inspected' or 'Fabrication Approved Decal' material shall be used.

Submit Certificate of Materials Origin to Project Engineer Office.
Request Transmitted to Slate Materials L.aboratory for Approval Aclion. -

9. Approval Withheld:
10. Approval Withheld:

Remarks:

11. Miscellaneous Acceptance Criteria.

Submit samples for preliminary evaluation.

Project Engineer Distribution
[] Contractor

{1 Fabrication Inspection

DOT Form 350-071 EF
Revised 12/2008

[C] Region Materials
[ Region Operatiens Engineer [] State Materials Lab

State Materials Engineer Distribution

M/S 47365

[[] General File
[ Other

[ signing Inspection
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COATINGS UNLIMITED INC.

18420 68™ AVE. 8., #110
KENT, WA. 98032-1093
PH: 4252513268 FAX: 425.251-3269

PAINT PROCEDURE

AIR SUPPLY MANIFOLD

CUSTOMER; AMERICAN CONSTRUCTION

SPECIFICATION; Prepare and paint per WSDOT Standard Specification M41-10 6-
07.3(9) Painting new steel structures.

The following steps for coating the referenced parts will be in accordance with American
Construction Purchase Order# TBA.

1. All Quality Control hold points and inspections are performed per specification
and CUI shop QC Procedutes and meet WSDOT standards.

2. All surfaces to be coated are cleaned as needed per SSPC-SP1, Solvent Cleaning
prior to other surface preparation methods.

3. Specified surfaces to be coated are abrasive blasted to standard SSPC-SP10, Near
White Metal Cleaning nsing Amesteel #40 steel grit abrasive.

a. Open air blasting in the CUI Blast Room, pressute at the nozzle is 98 to 103
PSI using a #6 Venturi type nozzle which will provide specified standard
blast and a sharp angular anchor profile at the required depth.

b. Representative profile tests are taken after the blast passes visual inspection,

* CUImethod is Testex Tape and Mitutoyo “snap gauge” micrometer.

c. All surfaces not to be coated ave masked and protected per the Drawings.

d. “Lagtime” (time between blasting and coating application) shall not exceed
specified limit, and if no limit is specified, before any rusting or other
contamination of the blasted surfaces ocours. Usual standard lag time is &
hours before re-blasting is required, or sooner, given same caveats. In the
CUI facility, air contaminants are not likely to impact the blasted surfaces,
and unless conditions are expected to approach surface temperaturg < 5°F
over measured dew point temperature, the blast condition will remain
acceptable indefinitely.

e. If CUI intends to use the airless spray method, a Graco air powered Bulldog
or equivalent pump will be employed, generating a minimum of 3000 PSI,
3/8” pressure line, Graco Silver gun with a .019” tip. This method conforms
to the attached Intemational product information document.

f, If CUI intends to use conventional airspray method, a Binx or Devilbis 2
gallon pressure pot will be employed using a Binx or Devilbis gun with a
070" or larger fluid tip and cap that provides best atomization at lowest
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pressute to avoid overspray problems. This method conforms to the
aitached International product information docwmnent,

g. A Nordson wet film thickness gage will be used by the painter to ensure
proper wet thickness which conforms to solids calculations so that proper
dry thickness is provided.

INSPECTION AND TESTING Visual inspection for coating defects and Dry film
thickness (DFT) testing per SSPC PA2 is performed on all coated surfaces,
a. CUI shop uses both Type I and type II DFT gauges. The gauge is properly
calibrated. The gauge to be used on this project is a DeFelsko Positector
6000 FN1 Electronic Coating Thickness Gage (reference Type II in the
Standard.). Re-calibration date for this instrument is 9/20/2011.
b. Any coating defects found during final inspection are corrected in
accordance with coating manufacturer’s printed instructions,
¢, After coating has sufficiently cured for testing, the repaired areas will be
re-inspected,
d. Conformance Certificates are generated, signed by the QC Inspector and
sent with the work-piece.
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Industrial Rk 6.02

& ZINC CLAD® Il ETHYL SILICATE
Marine INORGANIC ZINC-RICH COATING

ParT E B6aV3 BINDER

| SHERWAN | :
WALLIAMS. coatl I'IQS ParT F B69D11 ZInNe Dust

PRODU CT lNFORMATION Revised 08/08

PRODUCT DESCGRIPTION . it

RECOMMENDED Usgs ™ ity ot

ZINC CLAD il ETHYL SILICATE is a salvent-based two- | For use overpropeny prepared blasted steel,

package, inorganic &thyl silicate, zinc-rich coating. + Asaone-~coatmaintenance coating or as a permanent primer
for severely corrosive environments (pH range 5-9)

» Meets Class B requirements for Slip Coefficient and Creep | »+ Econcmical replacerment for galvanizing with similar perfor-
Resistance, .56 mance

Maats AASHTO M-300 specification Ideal for application at low tempenatures or service at high
85% zinc content in dry film temparatures and/or humidity conditions

Coaling seif-heals o rasume protection if damaged Watar intake and discharge lines (non-potable)

Provides cathodic/gacrificial protection by the same Where ahrasion resistance and hardness is required
mechanism as galvanizing. Also protacts steel by forming Bridges, refineries, drilling rigs

an inorganic meisture and solvent barrier Shop or field application

Not recommended for severe acid or alkali exposura

: Propuct CHARACTERISTICS “w .| . 0 . PErRFORMANCE CHARAGCTERISTICS
Finigh: Flat System Tested:! (unlass otherwise indicated)
Subslrate: Stee
Golor: Gray-green Surface Pzreparatlmh . DSSF%?P'IO
Volume Sofids: 82% 2 2%, ASTM D2697, mixed Te.  Znesid il @90 mi= A
Abraslon Reslstanne.
Walght Sollds: .82% 2 %, mixed Method: ASTM D4060, G517 wheel, 1000 cycles, 1 kg
VOC (calculatad): Unreduced: <600 giL; 4.17 Ib/gal :
i J Reduced 10%; <500 giL; 417 Ibfgal ﬁﬁﬂ;lm,aza mg lass
ZinG Gontent in Dry Film:  86% by welght kﬂgmﬁi 9?1%325“332 o psi
Mix Ratio: 2 componants; premeasured Diract Impact Resiatance:
i B aakona it | Method:  ASTM D2704
I;%Lll_lll . RGOI ntlalbs
Recommaended Spreading Rats por coat: ry Hoat Resigtance:
Tho i A v L Method:  ASTM D2485
Dry mils: 2.0-4.0 Result:  780°F
Caverage: 248 » 486 5q fi/gal approximate Immerslon Reslstance (untopcoated):
Note: Brush appllcation fs for small areas only. Method: 1 year
Applicationof coatingabava maximum orbelow minimumresommendsd | Results: Acceptable for: crude ofl, fresh and
spreading rate may advarsely affect coaling performance. demineralized water, gasollne
- Molsture Condensation Resistance;
Drying 3"““"'6@50"15;"’“‘@5“?@‘;;*.,, @100°F Method:  ASTM D4585, 100°F, 2000 haurs
Rain resistant 1 hours 20-30 minutes 15 minutes gggtélit’. Hargr?e';:t[ A=
To touch: 30 minutes 18 minutes 5 minutes Method: ASTM'03363
To handle: 3 hours 1-2 hours 20 minutas Resuit = 3
To regaat: ;E:I hours ;adhours j{ %h;:rs SgﬁuFt'Jg Registance:
To cure: ays aye [
o et Sy, s A pmrons voeorert, | Bosi NoFalldo '
fatura, hum 2l m thickneys dependent.
Rt ‘ i Wet Heat Reslstance:
Pot Lifa: 18 hours B haura 8 hours Method:  Nen-immarsion
Nofe: High humidity will shorten the pot life. Rasult: '
8lip Coefficlent, zine only:
Sweat-in-Time! None required ' Method: AISC Specification for Structural Joints Using
ASTM A325 or ASTIVI A480 Bolts
Shelf Life; Part E - 8 months, unopened Resultt  Class B, 0.56
PartF - 24 man:hs.uunopene.:d
Store Indoors at 40°F ta 100°F Provides performance comparable to products formulated to
Flash Polnt: 55°F, PMCC, mixed ggjinetrgg Specifications: Mil-P-38336, Mil-P-46105, and S5PC
ReduceriClean Up: Below 80°F - Xylene, R2K4

Abova 80°F » Reducer #58, R7K58

Zinc Rich 6.02 continued on back
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& ZINC CLAD® Il ETHYL SILICATE
: E Marine INORGANIC ZINC-RICH COATING
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PRODUCT |NFORMATION

'.v'

* RECOMMENDED SYSTEMS e |

- SURFACE PREPARATION

Steel, 2inc PrimedFlmsh, immerslon or atmospherlc:
1at Zinc Clad li Ethyi Silicale @ 2.0 - 4,0 mils dft

Steel, Acrylic Topeoat, atmospheric:
1ct, Zing Clad Il Ethyl Silicate @ 2.0 - 4.0 mils dft
2¢ls,  DTM Acrylic Coating @ 2.5 - 4.0 mils dft/ct

Steel, Coal Tar Epoxy Topcoat, atmospheric:
1 et Zine Clad Il Ethyl Silicate @ 2.0 - 4.0 mils dft
1 of, Hi-Mil Sher-Tar Epoxy @ 16,0 - 20.0 mils dft

Steel, Epoxy Topcoat, atmospheric:
ict.  Zinc Clad Il Eihyl Silicate @ 2.0 - 4.0 mils dft
1-2 cts. Macropoxy HS @ 3.0 - 6.0 mils dfi/ct

Staal, Epoxy Topcoat, atmospheric:
1¢t.  Zing Clad )l Eihyl Silicate @ 2.0 - 4.0 mils dft
2¢ts,  Tile-Clad HS Epoxy @ 3.0 ~ 4.0 mils dft/ct

Steel, Urethane Topcoat, atmospheric:

1ct Zine Clad [l Ethyl Sliicate @ 2.0 - 4.0 mils dft
1ct Macropoxy HS @ 3.0 - 6.0 mils dft/ct
1 ct. Sherthane 2K Urethane @ 2.0 - 4.0 mils dft

NOTE: 1 ct. of DTM Wash Primer can be used as an in-
termediate coat under recammended topcoats to
prevent pinholing.

Steel, Class B Compllant System

1ct Zing Clad 1| Ethyl Silicate @ 2.0 - 4.0 mils dft
1ct Steel Spec Epoxy Primer (red) @ 4.0-6,0 mils dft

use, Othersystems may be appropriata,

Surface must be clean, dry, and in sound eondition. Remove
all oil, dust, graase, dirt, loose rust, and other forgign material
to ensure adequate adhasion.

Refer to product Application Bulletin for detalled surface prepa-
ration information,

Minimum recommended surfaca preparation:

fron & Stesl
Atmospheric: S8PC-8P6/ NACE 3, 2
mil profile
Immersion: SBPC-SP10/MNACE 2, 2
mil profile
St s b TINTING ettt 0
Do not tind.
e APPLICATION CONDITIONS. -
Temperature:
air and surface; Q°F minimum, 120°F maximum
material: A40°F minimum
At least 5°F ahove dew point
Relative humidity: 40% - 90% maximum

Water misting may be required at
humidities helow 50%

Refer 1o product Application Bulletin for detailed application
information,

- ORDERING INFORMATION

Packaglng 5 gallons mixed
Part E: 3,75 gallons in a 5 gallon can
Part F; 73 b zinc dust

Weight per gallon: 20,9 +0,2 b, mixed

fna YL SAFETY PREcAunoNs byt

$ 4 "
LIRS

The systems listed above are represantative of the product's

Refer to the MSDS shaet before use.

Published technical data and Insfructions are subject to change
without notice. Contact your Sherwin-Willlams representative
for additional technical data and instructions,

RiscLameR:

~WARRANTYV

The Information and recommendations set forth in his Produst Data Sheet are
Dased upon tests conducted by or on behalf of The Sherwin-Willisms Company.
Such informetion and recommendations set Jorih herei 2re subject to change
andd pertain to the preduct oifered atiha tima of publication. Cansull your Sherwin-

Williams repressntalive to oblain the most recent Preduct Dala Informatjon and
Agppficatlon Bulletin,

‘The Sherwin-Willama Company warrsnle our preducts lo beroa of manufaciudng de-
facts in accord with applicable Shenvin-Willams quaity control prozedures. Lisbility
for products praven defactlve, If any, la limiled to raplacemant of the defactive producd
or {ho refund of tha purchase price paid for (e defective product as determined by
Sherwin-Willlama, EIO QTHER WARRANTY OR GUARANTEE OF ANY KIND 15
MADE BY SHERWIN-WILLIAMS, EXPRESSED OR [MPLIED, STATUTORY, BY
OPERATION OF LAW OR OTHERWISE, INCLUDING MERCHANTABILITY AND
FITNESS FOR A PARTICULAR PURPOSE,
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ZINC CLAD® Il ETHYL. SILICATE
INORGANIC ZINC-RICH COATING

G Coatngs  TmE S
APPL[CATION BU LLET'N Revised 08/08

"' SURFACE PREPARATION -

‘-.\'_‘._ 2 ..,-. .

. AppLICATION. CONDITIONS ™

- ""'Z..

Zine rich coatlngs reguire direct contact between the zinc
pigment in the coating and the metal substrate for opfimum
perfermance. Surface must ba dry, free from oil, dirt, dust, mill
scale, or other contaminants 1o ensure adequate adhesion,

Iron & Stasl (atmospheric service)

Remove all cil and grease from surfaca by Solvent Cleaning per
SSPC-SP1. Minimum surface preparation is Commercial Blast
Cleaning per SSPG-SPB/NACE 3, For better performance, use
Near VWhite Metal Blast Cleaning per SSPC-5P10/NACE 2. Blast
clean all surfaces using a sharp, angular abrasive for optimum
surface profile (2 mils). Prime any bare steel the same day as
it is cleaned or before flash rusting occurs.

Iron & Steel (Immerslon servica)

Remove all oil and grease from surface by Solvent Cleaning
per SSPC-5P1. Minimum surface preparation s Near White
Metal Blast Cleaning per SSPC-SP10/NACE 2. Blast clean all
surfaces using a sharp, angular abrasive for optimum surface
profile (2 mils), Remove all weld spaiter and round all sharp
edges by giinding, Prime any bare steel the same day a= itis
cleaned or before flash rusting ocours.

Note: If blast ¢leaning with sieel media is used, an apprapri-
ate amount of sieel grit blast madia may be incorporated nto
the werk mix to render a dense, angular 1.5 - 2.0 il suiface
profile, This method may result in impraved adhesion and
performance.

Temperature;
alr and surface: 0°F minimum, 120°F maximum
material; 40°F minimum

Atleast 5°F above dew point

40% - 90% maximum
Water misting may be required at
humidities below 50%

Retative humidity:

. APPLICATION EQUIPMENT ;- © ©-.u o3

The following l& a guide, Ghanges in pressures and tip sizes may
be needed for proper spray characteristics. Always purge spray
equipment befare use with listed reducer. Any reduction must
be compliant with existing VOG regulations and compatible with
the existing snvironmental and application conditions:

Reducer/Clean Up
Below BO°F vvvrevereev .. Xylene, R2K4
Above BO°F ... ....Reducer#58, R7TK58

Alrlass Spray

(use Teflon packings and continuous agitation)
Pressure....................... 1800 - 2000 psi

v 38" 1D
017 - 0210
...As neaded up to 10% by volume

Hose....
Reduction........

Conventional 8pray
(continuaus agitatlon required)

Gun ... o BiNKS 85
Fluid Nuzz%e 1 66
Alr Nozzle.... . 63PB

Atomization Pressure ..... 30 - 40 psi
Fluid Pressura................ 10 - 20 psi
Reduciion......‘................As neaded up to 10% by volume

Keap prasstire pot at level of applicatar to avold blocking of fluid
fina due to weight of material. Blow back caating in fluid line at
intermittent shutdowns, but continue agitation at pressura pot.
Brush ... ... For fouch-up anly

If specific application equipment is not listed above, equivalent
aguipment may be substituted.

Zinc Rich 6.02A

conlinued on back
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Industrial 6.02A

& ZINC CLAD® Il ETHYL SILICATE

AT
o 88  Marine INORGANIC ZINC-RICH COATING

SHEIH Wwin ParT E B69V3 BINDER
ALLIAMS. Coatings PARTF B89D11 Zine Dust

APPLICATION BULLETIN

; APPLIGATION PROCEDURES *. = .~ |54

-PERFORMANCE Tipg+-

Surface preperalion must be completed as indleated.
Zing Clad Il comes In 2 premeasured confalners which when mixed
provides 5 gallons of read-to-spply matarial.

Mixing Instruotions: Thoroughly agitate Bindar Part E. Using Gon-
{inuous air driven agitation, slowly mix all of Zinc Dust Part F inta all of
Binder Parl E unfil mixture is complataly uniform, Afler mixing, pour
imlxture through 30-60 mesh screen. Mixed materia| must be used within
8 hours. Do not mix previously mixed material with new. o
If reducer solvent is usad, add only after both components heve bean | .
{horoughly mixad, ) ) ; )
Cantliniols agitation of mixtura during appfication is reulrad, otherwise
zlne dust will quickly ssttle out. i

A%ply paint at the recommanded film thickness and spreading rats as
indicated below: i

Topeeating: Note minimum cure timas at not;mal conditions before
topeoating. Lon erdrymP eqodsareraquireﬁll primer cannol he water
migl sprayed whan himidity is low, Water misting may be required at
e o kel piahole or delaminite fremzinc.rich cost
opcoals w elaminate from zine-fich coatings,
This Is usuayily %Ue o puupr amble icon%ion& or faulty applica(longof
topcoats, This can he minimized by: X
» Praviding adequate ventilation and suitable application and substate
lem?ara ura,
o %dw s;ér:ya?g mpmaf' a mis! coat of the topeoat, reduced up ¢
sl 8, a ol oal, rediiced up 0
é’ﬁ.ﬂmm e Wty off ey ellow with & full coats - -
v App! yin? | wet full coat, but at minimum film bulld, prior 10 applying
a complete full coat.

Strips coat all crevices, welds, and sham angles to prevent early fallura

in these areas.

Recommended Spreading Rate per coat:
Wet mits: 35856

g When using apray %Ppllcation. uge a 50% overlap with each pass of
Dry mils: 2040 the gun fo avoid halidays, bare areas, and pinhalas, lfnecessary, cross
Coverage: 248 - 496 s figal approximete spray at & right angle. :
Nota: Briish application is for small areas oniy, Spr?adf,ng rlages mgt g'? A Iatied Dpru \gunggmsg“%sua % go not ineluds %}
application lass fal & u ¥ 3 OF pOros!
Drylng Schedule @ 5.0 mils wet @ 60% RH__ " !_l%)e? surface, skill and Eec:hnﬁqt5 e of thg applicat ? me hpr_f e A
et Bt B wiee BV, [t delehs unislrogills et Gy,
To toneh: a0mintes TS minutes & minules | o mnng. cimaic + IS SABERIR :
To handle: 3 hours 1-2 hours 20 minutes | Excesslve reduction of material can affect film bulld, ppearance, and
To recoat: 4B hours 18 haurs 18hours | performanca.
To cure; 7 days 7 days ays . .
Immersion service: 14 di; 14 days Do not mix praviously catalyzed material with naw.

MMe! VS 14 days
Drying tima ls temperature, humidity, and film thickness depandent. Do ot apply he mteral bayond recommended pot if.

Pot Lifa: 18 haurs 8 hows 6 hours . \

i P In order to avoid blol ray equipment, clean equipmeant bafora

Note: High humidity will shorten the pot ife. | e o bafara psnodp;{g 3:82%’33 oW it Kyle%lg? R2K4,

Swignt-in-Time: None requirad Keep pregsura pat at laval of applicator to avold blocking of fluid line
dueqopwerght alp matarial. Blow %l;ck coating In fluld line a intermtf[lent -

Application of coafing abova maxiinum or below minimum recommended { lon at
sgtpeading rate maygadversaly affect coating parformance. shutaoums, but continus agfiaton sl pressi
Appl'i‘gaélan above recommended fllm thickness mey result in mud
Cracking.

pot.

Not recommended for severe acid or alkali exposures.

Oll base, alkyd, epoxy ester, and silicone sikyd topcoats are not rec-
nmmnndad.ky poxy A ¢

Polyurethane topcoats require = tte coat of catalyzed epoxy.
Topcoats may bs applled once 50 MEK doubla rubs are achieved, No
gil?g gg %Ejdglighi g'gcas should be visible. %‘,uln hardness teest can

Rafar to Praduct Information sheet for additional psrformance charac-
teristics and proparties.

FAIN B SARETY PRECAUTIONS
Refer to the MSDS sheet before use.

Published technical data and instructlons are subject o change without
notlce. Contact your Sharwin-Williams representativa for additional

technlcal data and instruclions.

RO R s,

Clean apills and spaflers im madialalg with Xylene, R2K4. Clean lools
immediately after use with Xylene, R2K4, Follow manufacturer's safety
recammendations when uslng any solvent.

st DISCLAIMER#40

N

oL SO

The Sherwin-Wiliams Company warrants our produds to be frae of manufacturing de-

The Infosmation end recommendallons et forth in this Produet Data Sheat are
based upon tests conductad by or on behalf ¢f The Sharwin-Willlams Gompany.
Sueh Infarmation snd recommendatlons aet forth hersin 2re subject to change
and periain to the product offerad atihe e of publication. Consult your Sheiwin-
Willlame representalive lo obtain the moef recent Praduct Data Information and
Application Bultetin.

feeta In accord with applicable Sharwin-Willlama quality contrel procedures, Liability
for producls proven dafective, i any, is limied to replacemant of the dafective product
o7 the rafund of tha purchase price pald for tha defectivo product as datermined by
Shenvin-Williams, NO OTHER WARRANTY OR GUARANTEE OF ANY KIND IS
MADE BY SHERWIN-WILLIAMS, EXPRESSED OR IMPLIEDR, STATUTORY, BY
OPERATION OF LAW OR OTHERWISE, INCLUDING MERCHANTABILITY AND
FITNESS FOR A PARTICULAR PURPOSE.
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PRODUCT INFORMATION

Revised 1/09

" PRopucT DESCRIPTION:

*. REcOMMENDED, USEs

GOROTHANE | IRONOX B is a single camponeant, VOG cnmp}!-
ant, moisture curing urethane intermediate coatwith micaceous
Iron oxide designed for low temperature applications, providing
chemical and abrasion resistance.

+ Low temperature application - down 1o 20°F

+ Qutstanding adhesion ta most surfaces

* Qutstanding abrasion and chemical resistance
» Suitable for use in USPA inspected facilities

Intermediate coat for lead overcoaling system

Ideal for stripa coating aver primed gurfaces,

Superior coverage on edges and bridging over eracks due o
micaceous iron oxide

Must be topceated for exterior use

Conforms to AWWA D102-03, OCS #2

Acceptable for use as a primar or interniediate coating
Meets reguirements of SSPC Paint Spec No. 41 for zinc ric
moisture cure urethane primer on Intermediate.

R

Welght Sollds: B1.4% & 2%, may vary by color
VOCG (EPA Method 24): <340 g/t 2.8 Ib/gal
Recommended Spreading Rate per coat:
Wet mils: 50-80
Dry mils: 3.0-60
Coverage: 204 - 340 sq fi/gal approximate
Drying Schedule @ 5.0 mils wat @ 60% RH:
@40°F @ 76°F @100°F
Ta touch: 2 hours 40 minutes 20 minutes
To handle! 8 hours & hours 2 hours
To recoat:
mimimum: 8 hours 6 hours 2 hours
maximum: 12 months 12 months 12 months
To cura: 4 days 3 days 1 day

Drying time is tamperature, humidity, and film thickness depen-
dent.

Shelf Life: 12 months, unopened
Stors indoors at 40°F to 100°F
Flash Point: 110°F, PMCC

Reducer/Clean Up: Reducer #15, R7K15 or
@ 6%{!\/1.:‘(( loss = 155720 fGne,

ey LEYT B Wﬁ;‘(

" PRODUCT CHARACTERISTICS ;. :PERFORMANCE CHARACTERISTICS . &
Finish: Low Gloss System Tested: (unless otherwise indicated)
Substrate: Steel
Color: Reddish Gray Surface Preparation: SSPC-8P6
16, Corothane | GalvaPac Zine Primer @ 3.0 mils dft
Volume Solids: 64% + 2%, may vary by color {cl Corothane | IronOx B @ 3.0 mils dft
1ct.  Corothane | ronOx A @ 3.0 mils dit

Method:  ASTM D4585, 180°F, 300 hours
Reaultt  Passes
| Penell Hardness:
Method: ASTM D3363
Result,  2H
Salt Fog Rasistancs:
Method; ASTM B117, 2500 hours
Result:  Passes
Wet Heat Reslstance;
Methed:  Nof-immersion

Abraslen Resistance:

Method:  ASTM D4060, CS17 wheel, 1000 cycles, 1 kg
load

Result; 21 mg loss

Adhasion:

Method:  ASTM D4541

Resuli; 1000 psi

Direct Impact Reaiatanca:

Method: ASTM D2794

Resul:  80in. lbs.

Dry Heat Reslstance:

Method:  ASTM D2485

Result: 300°F

Flexibility:

Method:  ASTM D22, 180° bend, 7/16 " mandrel

Result;  Passes

Molsture Condengation Resistance:

Polyurethane 5,07

continued on back
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PRODUCT INFORMATION

':: RECOMMENDED SYSTENS

., SURFACE PREPARATION s

1ct. Corothane | GalvaPac Zinc Primer
@ 3.0~ 4.0 mils dft
1t Corothane | l[ronOx B @ 3.0 - 5.0 mils dft
1et Corothane | ronOxA @ 2.5 - 3.5 mlls dit
Steel:
1et. Corothane | PrePrime @ 1.5 - 2.0 mils dft
1ct Gorothane | [ronOx B @ 3.0 - 5.0 mils dft
1ct Corathane | IronOxA @ 2.5 - 3.5 mils dft
CGoncrete, smooth;
1¢t Gorothane | PrePrime @ 1.5 - 2.0 mils dft
1ot.  Corothane [ IrchOx B @ 3.0 - 5,0 mils dit
1t Carothane | lronOx A @ 2.5 - 3.5 mils dit
Concrete, rough:
1ct Kem Cati-Coat HS Epoxy Filler/Sealer
@ 10.0 - 30.0 mils dft/ct, a3 required fo fill voids and
provide a cantinuous substrate.
1ct. Corgthane | lronOx B @ 3.0 - 5.0 mils dft
1ct, Corothane ) Aliphatic Finish Coat

@ 2.0 - 3.0 mils dit

valousty palnted surfaces:

Spot prime all bare steel with 1 coat Corothane | GalvaPac
Zinc Rich Primer

1¢t. Corothane | lronOx B @ 3.0 - 5.0 mils dft

et Corothane | lronCx A @ 2.5 ~ 3.5 mils dft

The systems listed above are representative of the product's
use, Other systems may be appropriate.

Surface must be clean, dry, and in sound condition. Remove
all oil, dust, grease, dirt, loose rust, and other foreign material
to ensure adequate adhesion.

Refer to product Application Bulletin for detailed surface prepa-
ration information.

Minitmum recommended surface preparation.

* Iron & Steel: SSPC-SP§ /INAGE 3
* Concrete: SSPC-SP13/INACES
Previously Painted: SSPC-5P2 or SP3, or IGRI 03732,
€SP 13
* Primer required

COTINTING T ke e T

Do not tint.
i .. ApPLICATION CONDITIONS ® " 07
Temperature:
air and surface: 20°F minimum, 100°F maximum
material; 45°F minimum
Do not apply over surface ice
Refative humidity; Can be applied at relalive humidifies

up to 99%.

Refer to product Application Buillefin for detailed application
information.

<: ORDERING INFORMATION

Pa ckagmg

1 and 5 gatlon containers
Waight per gallon: 1362021
5 SAFETY PRECAUTIONS -

Refer to the MSDS sheet before use.

Published technical data and instructions are subject to change
without notice. Contact your Sherwin-Williams representative
far additional technical data and instructions.

The informatlon and recommendations set forth in this Preduet Data Sheet are
based upon teste condusted by or on behalf of The Sharwin-Williams Company.
Such informalion and recornmendations aet forth hereln are subfect lo changs
and partain to the product offered at the time of publicalion, Consull your 8henwin-
Williams representative 1o obtain the moat recent Praduct Data infarmation and
Application Buftetin, ;

Tha Shawin-Wliams Campany wemants our products fo be free of manufacturing de-
{ecls in accord with applicshle Sherwin-Willama qualily aentrol proceduras. Liabilily
for producta proven defadtive, if any, is imiled o replacemeni of lhe defective product
or the refund of the purchase price pald for the defective product ae defermined b
Sharwin-Willlams. NO OTHER WARRANTY OR GUARANTEEE OF ANY KIND |
MADE BY SHERWIN-WILLIAMS, EXPRESSED OR IMPLIED, STATUTORY, BY
OPERATION OF LAW OR OTHERWISE, INCLUDING ME.RCHANTABILIW AND
FITNESS FOR A PARTICULAR PURPOSE, :
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APPLlCATlON BULLET'N Revised 1/09

; ;. SURFACE, PREPARATIDN Lo ;- APPLICATION CONDITIONS;
; Surface must be clean, dry, and in sound condilion. Remove | Temperature:
all oil, dust, grease, dirt, loose rust, and other foreign material air and surface; 20°F roinimum, 100°F maximum
to ensure adequate adhesion. material: 45°F minimum
Do not apply over surface lce
i Iron & Stes]
i Remove all ol and grease from surface by Solvent Cleaning per | Relative humidity: Cuan be applied at relative humidities
: SSPC-SP1. Minimum surface preparation is Commercial Blast up to 99%.

Cleaning per SSPC-SPS/NAGE 3, For better performance, use
Near White Metal Blast Cleaning per SSPC-SP10/NACE 2. Blast
clean all surfaces using a shaip, angular abragive for optimum  fe—ow———— — —— —
surface profile (2 mils). Prime any bare steel the same dayas | " 7+'ii i1 . APPLICATION EQUIPMENT ;| - -7 <t
it is cleaned or before flagh rusting occurs.

.| The following is a guide. Changes in pressures and tip slzes may
Poured Concreta be needed for proper spray characteristics. Always purge spray
New equipment before use with listad reducer. Any reduction must
For surface preparation, refer to SSPC-SP13/NACE 8, of ICRI he cumpliantwitp existing VOC regulations and ca'mpat(blewnh
03732, CSP 1-3. Surface must be ctsan, dry, sound, and of- the existing environmental and application conditions.

fer sufficient profile to achieve adequate adhesion. Minlmum

substrate cure is 28 days at 75°F. Remove all form release Reducer/Clean Up .......... R;eggc:r #15,Q)R7K15 or R7K111
agents, curing compounds, salts, efflorescence, laitance, and Xemp
other foreign matter by sandblasting, shotblasting, mecghani- Alrless Spray

cal scarification, or suitable chemical means, Refer to ASTM o
D4260. Rinsathoroughly to achieve a final pH between 8.0 and Pump w
10.0, Allow to dry thoroughly priar to coating, [ESSUIS.....

Old

Surface preparation is done In much the same manner as new
cancrete; however, if the concrate is contaminated with oils,

grease, chemicals, etc, they must be removed by cleaning Redugtion....................A8 needed up to 10% by volume
with a strong detergent, Refer to ASTM D4258. Form release
agens, hardeners, sto. mustbe removed by sandblasting, shot- °°U“I;’f’"ﬂ°“a‘ SP”‘V i
bfasting, mechanical scarification, or suitable chemical means. | Hae o5
it surface deterioration presents an unacceptably rough surface, Flﬂrd- Nowato " .
Kem Cati-Goat HS Epoxy Filler/Sealer ls recommended to patch Proresiatomgy ' ‘9 47 66PR
and resurface damaged concrete. Aitgmizalio'r'a"l:"ressure' .60-70 psi 60-70 psi
E;Illlefll cracks, voids end bugholes with ArmorSeal Crack Fluid Pressurs... ... 16-20 pel 15-20 psi
& 0,
Always follow the standard methods lizted below: Reduction......................AS Needed up fo 10% by volume
ASTM D4258 Standard Practice for Cleaning Concrete. B
ASTM D4259 Slandard Practice for Abrading Congrete, Brush T '
ABTM D4260 Standard Practice for Etching Concrete, Red ct{on e ha naaded ué-lo A0 B TR
ASTM F1868 Standard Test Method for Measuring Moisture u AR Rt 4 s
Vapor Emission Rate of Concrete Rollar
?g;}%ﬁ;g%g:g;g%ﬂ:;‘;ﬁiﬁ&“f Conerate OO v VA NBTS! o syt i -
nolic core
Previously Paited Surfaces Reduction..meee.......AS needed up to 10% by valume

If in sound condition, clean the surface of all foreign matarial,
Smooth, hard or glossy coatings and surfaces should be dulled
by abrading the surface. Apply a test area, allowing paintto diy
ohe week befare testing adhesion. If adhesion Is poor, orif this
product attacks the previous finish, removal of the previous coat-
ing may be necessary, If paint is peeling or badly weatherad,
clean surface to sound substrate and treat as a new surfaca

Polyurethane  5.07A - continued on back

If specific application equipment is not listed above, equivalent
equipment may he substituted.
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< APPLICATION PROCEDURES 1

, PERFORMANGE: TiPS;

Surface preparation must be corpleted as indicated.

Stir paint thoroughly prior to use with a power agitator. Filter
slowly through a 55 mesh screen.

Apply paint at the recommended film thickness and spreading
rate as indicated below;

Recommended Spreading Rate per coat:

Wet mils: 50-8.0
Dty mifs: 3.0-50
Coverage: 204 - 340 sq ft/gal approximate

Drying Schedule @ 6.0 mils wet @ 50% RH:

@40°F @ 76°F @100°F
To touch: 2 hours 40 minutes 20 minutes
To handle; 8 hours 6 hours 2 hours
To recoat;
minimum: 8 hows 6 hours 2 hours
maximum: 12 months 12 months 12 months
To cure! 4 days 3 days 1 day

Drying time is temperature, humidity, and film thicknass depen-
dent.

Application of coating abave maximum or below minimum
recommendad spreading rate may adversely affect ¢oating

Stripe coat all cravices, welds, and shamp angles to prevent early
failure in these areas,

When using spray application, use a 50% overlap with each
pass of the gun to avoid holidays, bare areas, and pinholes. I
necessary, ¢ross spray at a right angle.

Spreading rates are calculated on volume solids and do not in-
clude an application foss factor due to surface profile, roughness
or porosity of the surfacs, skill and technique of the applicator,
method of application, various surface irregularities, material
lost during mixing, spiflage, overthinning, climatic conditions,
and axcesslve film build,

Excessive reduction of matedal can affect film build, appear-
ance, and adhesion.

In order fo avold blockage of spray equipment, clean equip-
ment before use or before periods of extendad downtime with
Reducer #18, R7TK15.

Pour & small amount of Reducer #15, RTK15 over the top of
the paint in the can to prevent skinning or gelling.

Place a temparary cover over the pail o keep excessive
molsture, condensation, fog, or vain from contaminating the
coating.

Itis recommended that partiaily used cans not be sealed/closed
for usa at a later date,

Corothane KAAcceleralor is acceptable for use, See data page
5,98 for details.

Must be topcoated for exterior use.

Refer to Product Information sheet for additional performance

.. CLean Up Insyrucions - -,

- i SAFETY. PRECAUTIONS ¢

Clean spllis and spatters immediately with Reducer#15, R7K15,
Clean tools immediately after use with Reducer #15, R7TK15,
Follow manufacturer's safety recommendatlons when using
any solvent,

Refer to the MSDS sheet before use.

Published technical data and instructions ara subject to change
without notice. Contact your Sherwin-Willlams representative
for additional technical data and Instructions.

g aale'n st 8
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The mformation and récommendations aet forth in this Produst Dale Sheet are
based upon testa cenducted by or on behaif of The Sherwin-Wiliams Company.
Such information and recommendations set forth hereln era subjact to change
and pertaln fo the product offered at the tima of publicallon. Gonsult your Sherwin-
Williams representative to obtaliy the maat recent Praduct Data Information and
Applleation Bullatin,

The Sherwin-Williarms Company warrants our produats lo bo fres ol manufaciuring de-
facts in accord with apphcable Sherwin-Willizms au@lity control procadures, Lisbilily
far praducts proven defective, Ifany, ls imitad to replacemnent of e defactive product
or the refund ¢f the purcheae price paid for five defactive praduct aa delermined by
Sherwin-Willams, NO OTHER WARRANTY OR GUARANTEE OF ANY KIND IS
MADE BY SHERWIN-WILLIAMS, EXPRESSED OR IMPLIED, STATUTORY, BY
OPERATION OF LAW OR OTHERWISE, INCLUDING MERCHANTABILITY AND
FITNESS FQR A PARTICULAR PURPOSE,

11/15
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PRODUCT INFORMATION

Revisad 11/06

- Propouct DESCRIPTION

Lyl RECOMMENDED USES

GORDTHANE | HS is a single component, VOC camgpllant,
molsture curing urethane designed for low temperature or high
humidity applications while providing UV resistance and chemi-
cal resistance equivalent to two part urethana coalings.

+ Low temperature applicafion - down to 20°F

« Superlor reslstancs to yellawing, chalking, or degradation
by sunlight

Suparior adheslon to most prepared surfaces

Supetlor abrasion resistance

Qutstanding chemical reslstance

VOC compliant

One component

+ Color coat where maximun color and gluss retention are
required

« Suitable for use in the following industries:
- Marine » Petro-Chemical
« Industrial « Pulp and Paper
= Bridge and Highway » Rail
« Water and Waste Water
= Suitable for use in USDA Inspected facilities.
» Conforms to AWWA D102-03 0CS #2

I§rnaximumrecoatims isexcaaded, abrade surfaoe before recoaling.

" PRODUCT CHARACTERISTICS - ¥ % " PERFORMANCE. CHARAGTERISTICS
Finlsh: Gloss System Tested: (unless otherwise indicated)
Subsirate: Steel
. id f colors available Surface Praeparation: SSPC-SPB
Col Vi farigs ficoKiaNe et Corothans | MIO-Aluminum @ 3.0 mils ot
. YT 1et Corothane 1 HS @ 3.0 mils dit
Valume Solida: 61% & 1%, may vary by color Rl Faclai Ranfatanica: ' 1
. : Method:  ASTM D4080, C817 wheel, 1000 cycles, kg load
Weight Solfds: 7% + 2% Result: 80 g loss
Adhesion:
VOG (EPAMethod24):  Unreduced:  <340¢/L;2.81b/gal | Method: ASTM D4541
Resultt 1298 psi
Recomimended Spreading Rate per coaf: Carrosion Weathering:
Wet mils: 3.6-5.0 Methad:  ASTM D684, 12 cycles, 4032 hours
Dry mils: 2.0-3.0 Resuft:  Rating 10 per ASTM D610 for rusting
Coverage: 826 - 489 sq ft/gal approximate Rating 10 per ASTM D714 for blistering
Diract Impact, topcoat only:
Drying Scheduis @ 4.0 mils wet @ 50% RH: Method: ~ ASTM D274
@ 40°F @rrr @ 100°F Ieliili-'l;tﬁity tl?ui:r;;tt}only'
i ML e 2 s 46 minutes | vy ohod: | ASTM D522, 180° bend, 1/8" mandrel
minimum: 24 hours 12 hours 6 hours Et?ﬁ‘ﬁglty' e
maximum: 14 days 14 days 14 days Method:  ASTM-D4585, 1000 hours
To cure: 7 days 3 days 3 days Result:  Rating 10 per ASTM D610 for rusting

Rating 10 per ASTM D714 for blistering
Pencil Hardness:

Drying time Is temperaiure, humldlty, and filmthickness dependant. | Method:  ASTM D3363
i Result: HB
Shelf Life: 12 manths, unopensd Sait Fog Resistahce:
Store indoaors at 40°F fo 100°F, Method:  ASTM B117, 1000 hours
(Tinted colors must be used within 7 | Result:  Rating 10 per ASTM D810 for rusting’
days after tnting) Rating 10 per ASTM D714 for blistering
Thermal Cyeling :
int: . ta Flash Method:  ASTM D2248, 15 cycles
FlistPolns TOP'E 295 Fise Result:  Passes, no cracking, checking, or blistering; no
Reducer/CleanUp:  Reducer #15, R7K15, RTK100, or loss of adheslon; 100% gioss. ratention
R7K111 {(VOC exempt)
Maets requirements of SSPC Palnt 38, Level I,
Polyurethane  5.12 @ Hin /s k’”' 25 o continued on back
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PRODUCT INFORMATION
- RECOMMENDED SYSTEMS'™ 1 11 % ) [la w47, SuRFACE PREPARATION ™ " o

Surface must ba clean, dry, and Ih sound condltion. Reémove

Steel:
et Corothane 1 MIO-Aluminum @ 2.0 = 3.0 mils dft all oil, dust, grease, dit, loose rust, and other foraign material
{ct.  Corothane | [fonox B @ 3.0 - 5,0 mils dft to ensure adequate mdhesion,
1 ¢l Corothane 1 HS @ 2.0 - 3.0 mils dit

Refer {o product Application Bulletin for deteiled surface prepas
Steel: ratlon information.
1 ct. Caorothana | MIO-Aluminum @ 2.0 - 3.0 mils dft
1-2 cts. Corothane | HS @ 2.0 - 3,0 mils dit/ct Minimum recomimended surface preparation.

* ron & Steel: SSPC-SPB/NACE 3
Steel: ) * Concrete & Masonry: SSPC-SP13/NACE 6, or ICRI
et Corothane | GalvaPac Zinc Ptimer 03732, GSP 1-3
@ 3.0 - 4.0 mils dft Previously Painted SSPC-SPZ or §P3
1¢t Gorothans ! Ironax B @ 3.0 - 5.0 mils dft
Yt Corothane | HS @ 2.0 - 3.0 mils dft * Primer raquired
Steel: : kila- ; TINT]NG’ # e SRR T
1 ¢k Cotothane | PrePrime @ 1.0 - 1.5 mils dft .
1ct.  Corothane | MIO-AIum%um @ 2.0« 3.0 mils dt Tint B65WS51 and BE5TS4 anly with 844 colorants, 100% tint
1ct Corathane | lronox B @ 3.0 » 5.0 mils dft strength. Must he usad within 7 days after linting.
1ct. Corothane | HS @ 2.0 - 3.0 mils dft . e APPLICATION CONDITIONS TR
Steel (Epoxy Primer): T ature:
1ct  Dura-Plate MT @ 6,0 - 8.0 mils dft SR e .
& ir and surface: 20°F minimum, 100°F maximum

1-2 ots Corothans | HS Coat @ 2.0 - 3.0 dftfet materiak 48°F minimum
Gonerete, smooth: Do not apply over surface ice
1¢t, Corcthane | PrePrime @ 1.0 - 1.5 mils dft

Relative humidity: Can be applied at refative humidi-

1t fies up to 99%.

Corothane | HS @ 2.0 - 3.0 mils dft
Concrete, rough:

Sn deeply profild or damaged concrete floor: Refer to product Application Bulletin for detailed application

information.

1 et, Kem Cati-Geat HS Epoxy Filler/Sealer
@ 10,0 = 20,0 mils ditlct, as required o fil voids - s ORDERING INFORMATION <55 & 507
and provide a continuous subsirate. i : i S .
1ot,  Corclhane [ HS @ 2.0 - 3.0 mils dit Packaging: 1 and § gallon containers
Previously Painted Surfaces: Weight per gallon:

11.79 1 0.2 Ib, may vary by color.
Spot prime bare steel with 1 coat of Corothane | GalvaPac ey ey y"

Zinc Primer S SAFETY PRECAUTIONS™ 5450 . oo e,

1ct Corothane | HS @ 2.0 - 3.0 mils dit :

Lt Refer to ihe MSDS sheet before use.

1¢t, Corothane | lronox B @ 3.0 - ?.0 mils dft * 5

1ct.  Corothane | HS @ 2.0 - 3.0 mils dft Published technical data and instructions are subject to

(Chack compatibility) change without nofice. Contact your Sherwin-Williams repre-

) sentative for additional technical data and instructions.
The systams listed above are representative of the product's
ugse. Other systems may he appropriate.

I L g

MERC T WARRANTY SR 2005 130 ok

g
2;‘: s

The information and racommendations aet forth in thie Product Data Shect are
based upon tests conduatad hy or on behalf of The Sharwin-Willlams Company.
Such infermatlen and racormendatlons set forth herain are subject lo change
and perteln to the praduct offarad &t the time of publivalion, Conault your
Shemin-Willlsma reprosentative 1o abtain the most recant Fraduct Data (nfor-
matlon and Application Bullatin. .

"The Shemvin-Willlams Company warranta our producls to be free of manufactur-
ing dufects In sccard with spplicebla Sherwin-Williama quality control progediree,
Lizblfity for products proven cefeetlve, If any, is Timiled to replacament of the
defective product or tha refund of the purehase price pald for the defeclive
product aa determined by Sherwin-willlama. NO OTHER WARRANTY OR GUAR-
ANTEE OF ANY KIND IS MADE BY SHERWIN-WILLIAMS, EXPRESSED OR
IMPLIED, STATUTORY, BY OPERATION OF LAW QR OTHERWISE, INCLUD-
ING MERCHANTABILITY AND FITNESS FOR A FARTICULAR PURPOSE.
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APPLICATION BULLETIN

Iron & Steel

Remoave all oif and greasse from sutface by Soivent Cleaning
per SSPC-SP1. Minimum surface preparation Is Commerclal
Blast Cleaning per SSPC-8P6/NACE 3. For better
performance, uge Near White Metal Blast Cleaning per SSPC-
SP10/ NACE 2. Blast clean all surfaces using a sharp, angular
abrasive for optimum surface prafile (2 mils). Prime any bare
steel the same day as It is cleanad.

Poured Concrete

New

For surface preparation, refer to SSPC-SP13/NACE 6, or ICRI
03732, CSP 1-3. Surface must be clean, dry, sound, and offer
sufficient profile 1o achieve adequate adheslon. Minirmum
substrate cure is 28 days at 75°F. Remove all fonn release
agents, curing compaunds, salts, efflorescence, laitance, and
other foreign matter by sandblasting, shotbiasting, mechanis
cal scarification, or suitable chemical means. Refer to ASTM
D4260. Rinse thoroughly to achieve a final pH between 8.0
and 10.0, Allow to dry thoroughly priar to coating.

oud

Surface preparation is dong in much the same manner as New
concrete; howaver, if the concrete is contaminated with oifs,
grease, chemicals, etc., they must ba remaved by cleahing
with a strong detergent, Referto ASTM D4258. Form release
apents, hardeners, eto. must be removed by sandblasting, shof-
blasting, mechanical scatfication, or suitable chemical means.
If surface delerloraifen presents an unacceptably rough sur-
face, Kem Gati-Coat HS Epoxy Filler/Sealer is recommended
to patch and resurface damaged concrete,

Fill all cracks, voids and bugholes with ArmorSeat Crack Flller,
Always follow the standard methods listed below:

ASTM D4258 Standard Practice for Cleaning Concrate.
ASTM D4259 Standard Practice for Abrading Concrete.
ASTM 04260 Standard Practice for Etching Concrete,

ASTM E1869 Standard Test Method for Measuring Mojsture
Vapor Emission Rate of Conciete.

SSPC-SP 13/Mace 6 Surface Praparation of Concrele

ICRI 03732 Concrete Surface Preparation

Previously Palntad Susfaces

if in sound condition, clean the surface of all foreigh material.
Smooth, hard or glossy coatings and surfaces should be dulied
by abrading the surface, Apply a test ares, allowing paint to
dry one week before testing adheslon, If adheston is poor, or if
this product attacks the previous finish, removal of the previous
-coating may be necessary. If paint is peeling or badly
weathered, clesh surface to sound substrate and treat as a
new surface as above.

v, SURFACE PREPARATION - o 184 fidey; o APPLICATION CONPITIONS %37+ w2
Surface must be clean, dry, and In sound condition. Remove | Temperature;
all oil, dust, grease, dirt, toose rust, and other foreign materlal air and suiface: 20°F minimum, 100°F maximum
to ensure adequate adhesion. material; 45°F minimum

Do not apply over surface l¢e

Relative humidity: Can be applied at relative humnidi-

ties up to 99%.

. AppLicaTioN EQUIFMENT -

The following |s a guide, Changes in prassures and tip sizes
may be needed for proper spray characteristics. Always purge
spray ecuipment befote use with listed reducer. Any reduction
rust be compatible with the existing environmental and appli-
cation conditions.

Reducer/Clean Up
BYUShIRON iiisssssanssin Reducer #15, RTK15

SPraY .eeeeiinries ... Aromatic 100 Reducer, R2KS

VOC exempt weeesienenes RTKI
Airless Spray

PUMP cissmvsnreninpensrninn 3001

Pressurs . w1800 = 2000 psi

HOSE .vnn e 1A 1D

TIDmsgmsmmensr 010 w00 BY

FIREE c....cmipion ninseass. 60 MEBH

Reduction vime....... AS Neaded up to 5% by voluine
Conventional Spray

UNIE coe e cevev s ssnere e GEAGO Binks

Bl iissensmissmirniees 300 95

Flulg NOZZIE ...conucvrsrnners Q70 66/65

Alr NOZZI8 1evvvienreinnereseene 947 G6PR

Atomization Pressure ... 60-70 psi 80-70 psi

Fluld Pressure ......cv 16-20 psi 15-20 psi

RedUuction wume-.... AS Needed up 10 5% by volurne
Brush

BIUSH sursrsenieeiensneninrne Natural bristle

Reduction ... A8 Needed up fo 5% by volume
Raller

COVET rrresernessennn e /4" TAIUTAL OF SYNthetic with

phenolic core
Reductlon ... A8 needed up to 5% by voluma

If specific application equipment is not fisted above, equlva-
lent equipment meay be substituted,

Polyurethane  5.12A

canfinued on back
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o ae L 7 £ PERFORMANCE TiPs./

Surface preparation must be completed as Indicated.

Siir paint thoroughly prior to use wiih a power agitator, Filter slowly
through a §5 mesh scraen.

Apply paint at the recommended film thickness and spreading rate az
indicated below:

Recommended Spreading Rate per coat:

Weimils: 3.5-60
Dry Hnils: 20-30
Goverage: 326 - 489 =q ft/gal approximate
Drylng Schedule @ 4.0 mlis wet @ 50% RH:
@ 40°F @ITF @ 100°F

To touch: 4 hours 2 hours 45 minutes
To recoat: .

minfraum: 24 hours 12 hours 6 hours

meximurm: 14 days 14 days 14 daya
To curg! 7 days 3 days 3 days

if maximum racoal time is exceeded, abrade surface bafora racoating.
Drying fime is temperature, humidity, and film thickness dependent.

Appfieatlon of coating ahova maximum or below minfmum recommented
spreading rale may adversely affect coating performance,

Stripe eost all crevices, welds, and sharp angles to pravent early
faillure in these areas,

When uging spray appllcation, use a 50% overlap with each pass of
the gun to avoid holidays, bare areas, and pinholes. If necessary,
oross spray at a tight angle.

Spreading rates are caleulaled on volume solids and do not Inelude sn
ggpliquilon lwes factor due 1o surfaca profile, roughness ar porosity

the surface, skill and technique of the applicator, methed of applica-
fion, various surface iregularliies, matartal lost during mixing, spill-
age, overthinning, ciitnatlc conditions, end excessive film build.

Excessive reduction of material can affact film bulld, sppearsnca, and
adhaslon.

In order to avoid blockage of spray equipment, ¢lean equipment ba-
%?{ %Jssa or before periods of exteided downtime with Reducer #16,

Pour & smsll amount of Reducer #15, R7K15 over the top of the palnt
in the can to prevent skinning or ge!lfng.

Place a temporary cover over the pail to keap excessive moisture,
¢ondensation, fog, or rain from conteminating the coating.

Do not excaed recommended dry film thickness,

When applying Corothane | - HS aver dark colors, Cerothane | Zino
Primers, of porous sufaces, an intermediata coat of a minimum of 2
finish coats is required for adequate hlde and uniformily of appear-
ance.

Tirted colors must be used within 7 days after tinting.

E-Z Roll Urethans Defoamer is acceptable for use, Sea data page
£.89 for datalls,

Corothane KA Accalarator [s accepiable for use. See data page 6.96
for details.

It is recoramend that partially used cans not be seated/closed for use
al a later date.

Refer ta Product Information sheet for addifional perfurménce char-
acteristics and properies.

il

w42t oy GLEAN UP INSTRUCTIONS . " e s 2

“ . o SAFETY PRECAUTIONS

Claan spills and spatters mmediately with Raducer #15, R7TK15. Clesn
tools immadlately after use with Reducer #15, R7K15.  Follow
manufacturer's safafy recoramendations whan using any solvent,

Refar to the MSDS sheel befura use.

Published technical dsta snd Instiuctions are subjset to changs with-
out notice. Contact your Sherwin-Wikams representativa for addi»
tional tachnical data and instrctions.

.:.-'"_ ».
CERRL

DISCLAIMER 2553 17 Suili nh s Ll
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The Informaflon and recommendallons set forth in this Product Data Eheoel are
tbazed upon tosts canducled by or on bahalf of The Sherwin-Williams Company.
Such Informatlon and racommendations sot forih hereln ara subject la change
and pertain {0 the praduct offered at the tlme of publication. Copsit your
Sherwln-Willlama represantative to obtain the most recant froduct Data Infor-
mation and Application Bullatin,

‘The Shenvin-Willams Company warrants our produets (o be fres of manufactur-
ing defects In accard with spplloubls Shenyin-willlame quality control preceduras,
Liabflty for products proven defective, If any, is fimited ta replacement of the
defactive product or the refund of the putchass price paid for the defective
product az datarmined by Sherwin-Willama. NO OTHER WARRANTY OR GUAR-
ANTEE OF ANY KIND i8 MADE BY SHERWIN-WILLIAMS, EXPRESSED OR
IMPLIED, STATUTORY, BY OPERATION OF LAW OR OTHERWISE, INCLUD-
(NG MERCHANTABILITY AND FITNESS FOR A PARTICULAR PURPOSE.
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