From: Daly, Keith

To: Peppers, Nicki;

cc: Degenhart, Mark; Green, Frank;

Subject: FW: Contract 8078 - RFI 005: Painting specifications for the Bubble Curtain Manifold
Date: Monday, March 07, 2011 2:30:04 PM

Attachments: FinalCoatingWSDOTGraydatasheet.pdf

IntermediateCoatingdatasheet.pdf
Primerdatasheet.pdf
PrepandPaintingProcedures.pdf
TransmittalSheet.pdf

Nicki,

Attached are the painting submittals for air manifold from American Construction. Please
process through HQ for approval.

Mark,

Will you please make contact with Vernon to make sure he coordinates this work thru you
and that he knows the materials need to be approved before he begins work. | told him this
once but will you just touch bases with him. You may want to touch bases with Kyle
Kaufman also so he is aware of this work.

Thanks,

Keith Daly
Budget Manager

Columbia River Crossing Project | mailto:dalyk@columbiarivercrossing.org
700 Washington St. Suite 300, Vancouver, WA 98660

office: 360.816.8870 | Office: 503.256.2726 Ext. 8870

Fax: 360.737.0294

From: Vernon Uy [mailto:vernonu@americanconstco.com]

Sent: Monday, March 07, 2011 2:12 PM

To: Daly, Keith

Subject: RE: Contract 8078 - RFI 005: Painting specifications for the Bubble Curtain
Manifold

Hi Keith.

Attached you'll find the submittals for the painting work on the Air Manifold. Hard copy is in the mail.
Thanks.

Vernon Uy

American Construction Company, Inc.
(425) 870-3217


mailto:/O=CRC/OU=FIRST ADMINISTRATIVE GROUP/CN=RECIPIENTS/CN=DALYK
mailto:/O=CRC/OU=FIRST ADMINISTRATIVE GROUP/CN=RECIPIENTS/CN=Peppersn
mailto:/O=CRC/OU=FIRST ADMINISTRATIVE GROUP/CN=RECIPIENTS/CN=DegenhartM
mailto:/O=CRC/OU=FIRST ADMINISTRATIVE GROUP/CN=RECIPIENTS/CN=Greenf46611737
http://www.columbiarivercrossing.org/
mailto:dalyk@columbiarivercrossing.org
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& | COROTHANE® | HS

£
Marine ALIPHATIC FINISH COAT
%fgggﬂgh Coatings ‘ _ _ | | B65-50 Series

e | PRODUCT INFORMATION T o i

- PropucT DESCRIPTION  ~ | wii | ua - RECOMMENDED USES " iz -0 7o

COROTHANE | HS is a single componant, YOG cerpllant, 1 + Color coat where maximurm color and gluss retention are
molsture curing urethane designed for low temparature or high required
humidity applications white providing UV resistance and chemi-

cal resistance equivalant to two part urethana coatings. » Suitable for uss ih the following industries:

+ Low tempesature application - down to 20°F - Marine + Patro-Chemical

« Superlor reslstance to yellowing, chalking, or degradation Industrial + Pulp and Paper
by sunlight Bridge and Highway * Rall

Superior adhesion to most prepared surfaces
Supetlor abrasion resistance

Quistanding chamical resistance

VOC compliant

One component

Water and Waste Water
Suitable for use in USDA inspected facilities.
Conforms to AWWA D102-03 OGS #2

" PrODUCT CHARACTERISTICS - N " PERFORMANCE: CHARAGTERISTICS "~
Finlsh: Gloss System Tested: (unless otherwise indicated)
Subsirata: Stesl
Color: Wide range of colors available Surface Preparation: SSPC-SP6
ge ' Tet . Corothans | MIG-Aluminum @ 3.0 mils dit
. T 1t Corothane | HS @ 3.0 mils dit
Voluinie Solids:. 61% & 1%, may vary by color Abrasian Resistance:
. . Method:  ASTM D4OED, C817 wheal, 1000 cycles, 1 kg load
Walght 50“':[5. TO.{D 2% Rssu“: BD my IDSS
Adheésion:

VOC (EPA Method 24); Unreduced:  <340¢/L:2.8Ib/gal | Mathod:  ASTM D4541
Result: 1288 psi

Recommended Spreading Rate per coal: Gorrosgion Weathering:
Wet mils: 3.6-50 Methad:  ASTM D5894, 12 cycles, 4032 hours
Dry mils: 2.0-3.0 Result:  Rating 10 per ASTM DG10 for rusiing
Coverage: 326 - 489 aq ft/gal approximate Rating 10 per ASTM D714 for blistering
Diract Impact, t&pgg;l; gnly'
o6 RH: Mathod:  AST
Drying Schedule @@ :09 mils We’l:@@; ??Fﬁn R 0100 Result: 700 b ‘
To touch; 4 hours 2 hours 46 minutes | Floxibiiity, topcoat only:

Method: ASTM D522, 180° bend, 1/8" mandrel

To recoat; 4
minimum: 24 hours 12 hours 6 hours Eﬁgﬁgny Passes
maximum: 14 days 14 days 14 days Method: . ASTM-D4585, 1000 hours

To oure: 7 days 3 days 3 days Result:  Rating 10 per ASTM D810 for rusting

Rafing 10 per ASTM D714 for blistering
[fmaximumrecoattime is exceadad, abrade surfaos heforerecoating. | Pencil Hardness:

Dryingtime Is tamperature, huridity, and filmthickness dependent. } Method: ~ ASTM D3363
; Result: HB
Shelf Life: 12 manths, unopensd Sait Fog Resistance:
Store indoors at 40°F fo 100°F, Method:  ASTM B117, 1000 hours
(Tinted colors must be used within 7 [ Result;  Rating 10 per ASTM D@10 for rusting

days aflet Inting) Rating 10 per ASTM D714 for blistering
Thermal Cycling :
Flush Point: 101°F, Seta Flash Method:  ASTM D2248, 15 cycles .
Result:  Passes, no cracking, checldng, or blistering; no
Reduoey‘lClean Up: Reducer #15, R7K15, R7K100, or loss of adhesion; 100% gloss retention

R7K111 (VOC exempt)
Maets requirements of SSPC Paint 38, Level I,

Polyurethane 512 @ B /A Zw i /k’“* AR, conlinued on back
2w |3 - 2’? SE '
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& COROTHANE® I HS
Marine ALIPHATIC FINISH COAT
i?gfﬁ%% Coatings B65.50 SERIEs
PRODUCT INFORMATION
s RECOMMENDED SYSTEMS " ETRRT N R o R SURFACE PRERARATION"if T

Corothana | MIO-Aluminum @ 2.0 » 3.0 mils dft
Corothane | [rohox B @ 3.0 - 5,0 mils dit
Caorothana t HS @ 2.0 - 3.0 mils dft

Caorothane | MIO-Aluminum @ 2.0 - 3.0 mils dft

1-2 cts. Corothans | HS @ 2.0 - 3.0 mils dit/ct
Steel:
et Corothane | GalvaPac Zinc Primer

@ 3.0 - 4.0 mils dft
1¢t, Gorothane ! lronox B @ 3.0 - 5.0 mils dit
et Corothane | HS @ 2.0~ 3.0 mils dft
Steel:
1ct Cotothane | PrePritme @ 1.0 - 1.5 mils dit
1ct Corothane | MIC-Aluminum @ 2.0 - 3.6 mils dft
1ct. Corathang | Ironox B @ 3.0 « 5.0 mils dft
1dt. Corothane | HS @ 2.0 - 3.0 mils dit
Steel (Epoxy Primer):
1¢t Dura-Plate MT @ 6.0 - 8.0 mils oft

12 cts Corothane | HS Coat @ 2.0 « 3.0 dft/et

Concrete, smooth:
1t Corothane | PrePrime @ 1.0 - 1.5 mils dft
1t Corothane | HS @ 2.0 - 3.0 mifs gft

Concrete, rough:
On deeply profiled of damaged concrete floor:

1 ¢t Kem Cati-Goat HS Epoxy Filler/Sealer
@ 10.0 - 20,0 mils ditfet, as required 1o fill voids
and provide a continuous substrate.

1ol Corothane | HS @ 2.0 - 3.0 mils dft

Previously Painted Surfaces:
Spot prime bare siesl with 1 coat of Corothane | GalvaPac
Zine Primer

1ct. Cotothane | HS @ 2.0 - 3.0 mils dit

or

1¢t, Corothane | lronox B @ 3.0 - 5.0 mils dit
1at, Corothane | HS @ 2.0 « 3.0 mlls dft

(Check compatibility)

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

surface must be clean, dry, and I sound condltion. Remove
all ofl, dust, grease, di, loose rust, and other foreign material
to ensure adequate adhesion,

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

Minimum recommended surface preparation:
* |ron & Steel: SSPC-SPE/NACE 3
* Concrete & Masonry, SSPC-SP13/NACE 6, or ICRI
03732, CSP 1-3

Praviously Painted  SSPC-SP2 or SP3

* Pyimar raquired

"-,u veow, A At I

st S TINTING 0 T R

Tint BASWS1 and BE5TS4 only with 844 colorants, 100% fint
strength. Must be used within 7 days after tinting.

.. .. Appucamon ConpitioNs -
Temperature:
air and surface! 20°F minimurn, 100°F maximum
materiak 45°F minimum

Do not apply over surface ice

Relative humidity: Can be applied at relative humidi-

ties up to 89%.

Refer to product Application Bulletin for detalled application
information.

v ORDERING INFORMATION 375 &0 57

Packaging: 1 and & gallon containers

Waeight per galton. 11.79 ¢ 0.2 ib, may vary by color.,

" SAFETY PRECAUTIONG™ 5f . o oo,

Refer to the MSDS sheet before use,

Published technical data and instructions are gubject to
change without notice. Contact your Sherwin-Willams repre-
sentative for additional techhical data and instructions,

E

vy

: DISCLAIMER ;

" YW ARRANTY 2 s

The information and ragommendstions set forih in this Product Data Sheel are
based upon tests conduciad by oron hehalf of The Sherwin-Willams Company.
Such Irformation and recommendatlona set forth herein ara Bubject to change
and pertein to the product ofierad 2t tha time of publivalion, Consult your
Shervin-Willlamsz raprosentative to obtain the most recent Froduct Data [nfor-
mation and Applisation Sulletin.

"Ihe Shenvin-Williams Gompany warranta our products to be free of manufaciur-
ing defects In accord with applicabla Sherwin-Williama quality control procedurae,
Lisblity for products proven defestlve, f any, is limiled to replacamant of the
defective produet or the refund of the purchase prica pald for the defeciive
product ag detarmined by Sherwin-willama, NO OTHER WARRANTY OR GUAR-
ANTEE OF ANY KIND IS MADE BY SHERWIN-WILLIAMS, EXPRESSED aR
IMPLIED, STATUTORY, BY OFERATION OF LAW OR OTHERWISE, INCLUD-
ING MERCHANTABILITY AND FITNESS FOR A PARTICULAR PURPQEE,
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COROTHANE® I HS
ALIPHATIC FINISH COAT

B66-50 SERIES

APPLICATIO

Ravised 11/06

s ' SURFACE PREPARATION - i Ui

N BULLETIN

P

;4 APPLICATION CONDITIONS i3 7 i v

Surface must be clean, dry, and in sound condition. Remove
all qil, dust, greass, dirt, loose rust, and other forsign material
{0 ensure adequate adhesion.

Iron & Steel

Remave all oil and grease from swface by Soivent Cleaning
per SSPC-SP1, Minimum surface preparation is Commerclal
Blast Cleaning per S8PC-SPG/NACE 3. For better
performance, use Near White Metal Blast Cleaning per S5PC-
SP10/ NACE 2. Blast clean all surfaces using a shaip, angutar
abrasive for optimurm surface profile (2 mils). Frime any bare
steel he same day as it is cleaned.

Poured Concrele

New

For surface preparation, refer o S8PC-SP13MNACGE 6, or ICRI
03732, CSP 1-3. Surface must be clean, dry, sound, and offer
sufficient profila to achiave adeguate adhesion. Minimum
substrate oure is 28 days at 75°F. Remove all form release
agents, curing compounds, salts, efflorescence, laitance, and
other foreign matter by sandblasting, shotblasting, mechartis
cal soarification, or sultable chemical meens. Refer to ASTM
D4280, Rinse thoroughly to achieve a final pH between 8.0
and 10.0. Allow to dry thoroughly priar io ceating.

oid

Surface preparation is done in much the same manner as NEW
concrete; howsaver, if the concrete is contaminated with ollg,
graase, chermicals, etc,, they must ba remaved by cleahing
with a strong detergent, Referto ASTM D4258. Fom release
agents, hardeners, eto. mUst be rernoved by sandblasting, shot-
blasting, mechanical scarification, or sultable chemical means.
If surface deterloration presents an unacceptably rough sur-
face, Kem Gati-Coat HE Epoxy Filler/Sealer is recommended
to patch and resurface damaged concrets,

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

ASTM D4258 Standsrd Practice for Cleaning Concrete.
ASTM 04258 Standard Practice for Abrading Concrete.
ASTM D4260 Standard Practice for Etching Conerete,

ASTM E£1868 Standard Test Method for Measuring Meisture
Vapar Emission Rate of Concrete.

$SPC-SP 13/Nace § Swiface Preparation of Concrefe

ICRI 03732 Concrete Suiface Preparation

Previously Palntad Surfaces

¥ n sound candition, clean the surface of alf foreign material.
Smooth, hard or glossy coatings and surfaces should be dulled
by abrading the suiface, Apply a test areq, allowing paint to
dry one week before testing adheslon, If adheston s poor, or if
this proguct attacks the previous finish, removal of the previous
.coating may be necessary, If paint Is peeiing or badly
weathered, cleah surface to sound substrate and treat as 2
new surface as above. )

Temperature;
air and surface: 20°F minimum, 100°F maximum
material: 45°F minimum

Do not apply over surface lee

Relative huimidity: Can be applied at relative humigi-

ties up to 99%.

.- AppLicaTioN EQUIPMENT -

The following is a guide, Changes in prassures and tip sizes
may be needed for proper spray charactaristios, Always purge
spray equipment before use with listed reducer. Any reduction
must be compatible with the existing environmental and appli-
cation conditions.

Reducer/Clean Up

BrusSHROH 1 osueseeener rersvsens Reducer #15, R7K15
SPBY cuereisrmranisecereneene. A0 100 Reducer, R2Kb
VOC exempt wonieronen RIKIH
Airless Spray
PUMP crrerereee e scervnnssninns 30:1
Pressus ... v 1800 = 2000 psi
[ [eT J— w AN ID
1 [ S 0197 . 018"
1] =Y werenn. B0 mmSH
Reduction e ... A8 Neaded up to 6% by voluine

Conventional Spray

[177]] 2PN € | - v Binks
GUN vurereeeeeeereeesrsrsrersreres 300 05

Fluld Nozzle ...c....comneres Q70 B6/6D
Alr NOZZI8 1evvveeiirmarinesns 847 86PR
Atomlzation Pressure ... §0-70 psi 80-70 pei
Fluld Pressure ... 18-20 psi 15-20 psi

Reduction e As needed up to 5% by volurne
Brush

Brush v e Natural bristle

Reduction ..., ., As nesded up fo 5% by volume
Roller

COVBL 1rrrenanceeessenannn 174" TiENURAE OF SYNthetic with

phenolic core
REAUCHON 1uvvey ererrereeenens AG NBded Up t0 5% by vOlUME
If specific application equipment is not listed above, aoulva-
lent aquipment mey be substituted,

Polyureihane  5.12A

cantinued on back
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COROTHANE® | HS

Marine ALIPHATIC FINISH COAT
Coatings B65-50 SErIES
APPLICATION BULLETIN
% APPLICATION PROCEDURES . ..~ S| e T i PERFORMANGE TIPS

Surdace preparation must be complated as indicated.

Sfir paint thoreughly prior to use with a power agitator, Filtar slowly
through a 55 mesh scrasn,

Apply paint &t the recommended film thickness and spreading rate as
indicated balow: .

Recommanded $Spreading Raté per coat:

Wet mils; 3560
Dry mils: 2.0-30
Coverage: 326 - 489 =q ftigal approximate
Drying Schedule @ 4.0 mlis wet @ 50% RH:
@ 40°F @7T°F @ 100°F

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

minlmurn: 24 hours 12 hours § hours

maximurm: 14 days 14 days 14 daya
To curs: T days 3 days 3 days

If maximum recoat time is sxceeded, abrads surfate bafora recoating.
Drying fime is temperature, humidity, and film thickness dependent.

Appiication of coating abova maximum or balow minimum secommend ed
spreading rate may adversely affect coating performance.

Stripe cost all crevices, welds, and sharp angles to pravent early
failure in these areas.

When using spray appication, use = 50% averlap with each pass of
the gun to avoid holidsys, bare areas, and pinholes. If necessary,
wross spray at a right angle.

Spraading rates gre caloulated on volume solids and do not Inclede sn
a?plicaiion luss factor due to surfaca proflle, roughness ar porosity
of the surface, sKill and lechnique of the applicator, method of applica-
fion, various surface iregularifies, matarlal lost durinpll mlxlng. spill-
age, overihinning, climatlc conditions, and excessive film build.

Excessive raduation of material can affect fim build, appearanca, and
adhaslon.

I ovder to avold blookagae of spray equipment, clean equipment ba-
E‘ﬁ( ‘;JSSE or before periods of exteided downtime with Racucer #16,

Pour & small amount of Reducer #15, RYK15 over the top of the paint
in the can to prevent skinning or gelling.

Place a temporary sover over the pail to keep sxcessive moisture,
condensation, fog, or rain from conteminating the coafing.

Do not excaad recommended dey film thickness,

When spplying Corothane | - HS aver dark colors, Corothane | Zing
Primers, or porous suifaces, an intermediata coat or a minimem of 2
finish coate I8 required for adequate hide and uniformity of appear-
ance,

Tinted colars sust be used within 7 days after thting.

E-Z Rofl Urethans Defoamer is acceptable for use. See data page
5.96 for details,

Congthane KA Accalerator s acceptable for use. See dals page 580
for details.

It i recommend that partially vsad cans not be seated/closed for vees
at a later d=te.

Refar to Product Infosmation sheet for additional peﬁorménce char-
acteristics and properties,

ety CLEAN UP INSTRUCTIONS . v e n 0

=01 - SAPETY PRECAUTIONS;:

Clean spills and spattars [mmedistely with Raducer #15, R7K15, Clean
toole immadlately after use with Reducer #18, R7KT5.  Follow
manufacturer's ssfaty recoramendations whan using any solvent,

Refar to the MSDS sheet before use,

Published fechnical data and Instructions are stdjsct to change with-
out notice. Cohtact your Sharwin-Wiliams representaitve for addi-
tional tachnical data and insirictons. i

g
Zi

DISCLAIMER 2558

The Informafion and recommendations st forih in this Product Data Eheot are
azed upos tests conducted by or on behalf of The Sharwin-Williams Company.
Sueh Information and recammendations set forth herein are subject te chango
and partain {o the product offered at the time of publivation, Copsult your
Sheewin-VWhilama capresantative to obtain tho most recent Product Data Infor-
mation and Application Bullatin.

“The Shenwin-Williams Company warrants our products to be fres of manufactir-
ing defecls in accord with epplicable Shenvin-whllame quality controt pracedures.
Liabillty for products proven defactive, If any, is fimited to replacement of Ihe
defsctive preduct of the refund of the purchass grice paid for he defective
produet as datarmined by Sherwin-Witlame. NO CTHER WARRANTY OR GUAR-
ANTEE QF ANY ICIND 18 MADE BY SHERWIN-WILLIAMS, EXPRESSED OR
IMPLIED, STATUTORY, BY OPERATION CF LAW OR OTHERWISE, INCLUD-
ING MERGHANTABILITY AND FITNESS FOR A PARTICULAR PURPOSE.
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COROTHANE® |
IRONOX® B

REDDISH GRAY B65A11

$3-

PRODUCT INFORMATION

Revised 1/09

L ar T PRODUCT DESCRIFTION:."

el

ot REGOMMENDED UsEs;

COROTHANE | IRONOX B is a single componant, VOG compl
ant, moisture curing urethane intermediate coatwith micaceous
Iron oxide designed for low temperature applications, providing
chemical and abrasion resistance.

Low temperature application - down to 20°F
Qutstanding adhesicn to most surfaces
Qutstanding abrasion and chemical resistance
Suitable for use in USDA inspected facilities

Inermediate coat for lead overcoating aystem

Ideal for stripa coating over primed surfaces.

= Superior coverage on edges and bridging over aracks due to
micacsous iron oxide

Must be fopcoated for exterior use

Conforms to AWWA DT102-D3, OCS #2

Acceptable for use as a primar or intermediate coating
Meets requirements of SSPC Paint Spec No. 41 for zing rie
moistura curd urathane primer oh Intermadiate.

Diylng tima is tamperature, humidity, and film thickness depen-
dent,

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

Reducer/Clean Up: Reducar #15, R7TK15 or
(l? '-Srk{—w/q,a: Y loss = 1653 Mo,

ey Ly lWﬁﬁ(

ity PRODUCT CHARACTERISTICS §, " 4o 11 ; PERFORMANCE CHARACTERISTICS .
Finish: Low Gloss Syatem Tested: (unless otherwise indicated)
Suhsirate: Stesl
Color: Reddish Gray Surface Preparation: S8PC-8F6
1ct, Corothane | GalvaPac Zine Primer @ 3.0 mlls dft
Volume Solids: 64% + 2%, may vary by color 1ct.  Corpthane | IronOx B @ 3.0 mils dft
1ct. Corgthane | tronOx A @ 3.0-mils dft
Welght Solids: B1.4% * 2%, may vary by color :
Abraslon Resistance:
VOCG (EPA Method 24): <340 g/t 2.8 Ib/gal Method:  ASTM D4060, CS147 whael, 1000 cycles, 1Kg
load
Recommended Spreading Rate per coat: Result; 21 mg loss
Wet mils: 50-80 Adhasion:
Dry mils: 3.0-6.0 Methog:  ASTM D4541
Coverage: 204 - 340 sq ftfgal approximate Resulf; 100D psi
. Direct Impact Resistance:
Drying Schedule @ 5.0 mils wat @ 50% RH: Method: ASTM D2794
@AV°F @ 76°F @100*F Result: 80 in, lhs,
To touch: 2 hours 40 minutes 20 minutes Dry Heat Resistance:
T handle: 8 hours 6 hours 2 hours Method: ASTM D2485
To recoat: Result.  300°F :
mimimum: 8 hours 6 hours 2 hours Flexibility:
maximum: 12 months 12 months 12 months Metnod: ASTM D522, 180° bend, 7/16 * mandrel
To cure: 4 days 3 days 1 day Resut; Passes

Method:  ASTM D4585, 100°F, 300 hours
Reault:  Passes
'| Pencll Hardness:
Method: ASTM D3363
Resuli: 2H
Salt Fog Resistance:
Method, ASTM B117, 2500 hours
Resuif: Passges
Wet Heat Resistance:;
Methed:  Nof-immersion

Molsture Condensation Resistance!

Polyurethane  5.07

continued on back
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PRODUCT INFORMATION

:. SURFACE PREPARATION [

Surface must be clean, dry, and in sound condition. Remove

Steel:

1ot Corothane | GalvaPac Zine Primer all ofl, dust, grease, dirt, loose rust, and other foreigh matarial
@ 3.0 - 4.0 mils dft {o ensure adequate adhesfon.

1ot Corothane | Iron0x B @ 3.0 - 5.0 mils dit

1et Corothane | tronOx A @ 2.5 - 3.6 mils dft Refario product Application Bulletin for detailed surface prepa-

ration information.

Steel:

1ct. Corothane | PrePrima @ 1.6 - 2.0 rniis dft Minimum recommended surface preparation:

1ct.  Corothane | [ronOx B @ 3.0 - 5.0 mils dft * Iron & Stesl: SSPC-5PG /NACE 3

1ct.  Corothane | lrenOx A @ 2.5 - 3.8 mils dft * Concrete: SSPC-GP13/NACES

Previously Painted: 88PC-8P2 or SF3, or ICRI 03732,

Goncrete, smooth: CSP1-3
1cl Gorothane | PrePrime @ 1.5 - 2.0 mils dft
1ol Corothane | IronOx B @ 3.0 - 5,0 mils dft * Primer required
1at Corothang | ronOx A @ 2.5 - 3.5 mils dit S — — :
A T TINTING T R e
Concrete, rough: .
1ct.  Kem Cati-Coat HS Epoxy Filler/Sealer Do not tint.
@ 10.0 - 30.0 mils dft/ct, as required to fill voids and 5 L APPLICATION CONDITIONS 77 o
provide a continuous substrate. - — erreet - :
1t Gorothane | lronOx B @ 3.0 - 5.0 mils cft Temperature:
1¢t Corothane | Aliphatic Finish Goat air and surface: 20°F minimum, 100°F maximum
@ 2.0 - 3.0 mils ¢t material; 45*F minimum
) Do not apply aver surface ice
Previcusly palnted surfaces: Relative humidity: Can be applied at relative humidities

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

1ct Carothane | lronOx B @ 3.0 - 5.0 mils dft

1 ct. Corothane | lronOx A @ 2.5 - 3.5 mils dft

up to 99%.

Refer to product Application Bulletin for delailed application
information.

"7, ORDERING INFORMATION .+, 7 [/~

Con

Packaging: 1 and 5 gatlon containers

Weight per gallon: 13820210

. Hn SAFETY PRECAUTIONS
Refer to the MSDS sheet befora use.

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

SVARRANTY.

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

i

i IHSCLAIMER

e tEe oewly

Tha Sharwin-Williams Company wasmants our products to be free of manufasturing de-

The information and recommandations s&t forth in this Preduet Data Sheet are
based upoh tasta conducted by or on behalf of The Shaiwin-Williams Company.
Such informalion and recommendations ael feith heretn are subfect io changa
and pertain to the product affered at the time of publication, Consull your Sherwin-
Willlams representative 1o obiain the moel recent Preduct Data information and
Application Buftatin, .

fecls in accord with applicafe Shewi- -Willtama qualtly control procedures. Liabilily
for producie provan defattive, if any, islimiled to replacement of the defective product
or the refund of the purthase price pald for the defective preduct ae defsrmined by
Sharwin-Wifiams. NO OTHER WARRANTY OR GUARANTEE OF ANY KIND 1S
MADE BY SHERWIN-WILLIAMS, EXPRESSED OR IMPLIED, STATUTORY, BY
OPERATION OF LAW OR OTHER\MSE iNCLUDING MERCHANTABILETY AND

FITNESS FOR A PARTICULAR PURPOSE.
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WILLIAMS.

APPLICATION BULLETIN Revised 1/09

. SURFACE PREPARATION | - '+ APPLIGATION CONDITIONS.
Surface must be clean, dry, and in sound condition. Remove | Temperature:
all oil, dust, grease, dirt, loose rust, and other foreigh material air and surface: 20°F minimum, 100°F maximuim
to ensure adequate adhesion. material: 45°F minimum

Do not apply over surface ice

Iron & Stes!
Remave alt oil and grease from surface by Solvent Cleaning per | Relafive humidity: Can be applied at relative humidities
SSPC-8P1. Minimum surface preparation is Commercial Blast up to 99%.

Cleaning per SSPC-SPO/NAGE 3, For better performance, use
Near White Metal Blast Cleaning per SSPC-GP10/NACE 2, Blast
clean all surfaces using a shamp, angular abrasive for optimum —— — — —
surface profile (2 mils). Prime any bare steel the same dayas | .~ 7+t APPLICATION EQUIPMENT ;| - -« g
it is cleaned or before flash rusting ocours.

| The foliowing is 3 guide, Ghanges in pressures and tip sizes may
Poured Concreta he needed for proper spray charactaristics. Always purge spray
New equipment before use with listed reducer. Any reduction must
For sutface preparation, refer to S8PC-SP13/INACE 6, of ICRI ke compliant with existing VOC regulations and compafible with
03732, CSP 1-3. Surface must be glsan, dry, sound, and of- the existing environmental and application canditions.

fer sufficient profile to achieve adequate adhesion. Minlmum

substrate cute is 28 days at 75°F, Remove all form release | RedueorCleanlp ... F\fggc;g%s.t)ﬂm15 or R7K111
agents, curing compounds, salts, efflorescence, (aitance, and P
other foreign matter by sandblasting, shotblasting, mechani-
cal scarification, or sultable chemical means, Refer to ASTM A[gess Spray 201
D4260, Rinsa thoroughly to achieve a final pH between 8.0 and Pump... 1860 . 2000 psi
10.0, Allow to dry thoroughly prior to coating, FESSUTE. csarstinnes 19 ps
okd H‘ose...............................1/4 .I-D )
Surface preparation is done in much the same manner as new -I[‘ilﬁelﬁ%l?nesr?w
cancrate. however, if the concrete is conlaminated with olls, o
grease, ohemicals, etc., they must be removad by cleaning REAUGHON. ... AS NiERTRH UP t0 10% by VOlume
with a strong detergent. Refer to ASTM D4258. Form release
agents, hardeners, #to. must be removed by sandblasting, shot- GOJventlonal Spray i
nit SRS €] - o(7 Binks

blasting, mechanical scarification, or suitable chemical means. G 900 g5
It surface deferioration presents an unacesptably rough surface, Flupd"l'\i;z'iléw """""""" 070 66/65
Kem Gati-Goat HS Epoxy Filler/Sealer ls recommended to patch A.”'N e Y 86PR
and resurface damaged cancrete. Algm?zalioal'ﬁll;;;ul:; IIII 60-70 psi 60-70 psi
llz;lllle':lll cracks, volds and bugholes with ArmorSeal Crack Fluid Pressure. ... 16-20 psi 1520 psi

; ) o
Always follow the standard methods listad below: RedUCtoN ..o s As heeded up fo 10% by volume
ASTM D4258 Standard Practice for Cleaning Goncrete. Brush
ASTM D4259 Standard Practice for Abrading Concrete, Brush Natural bristie '
ASTM D4260 Standard Practice for Etching Concrete, Red ctton as needed up 16 10% by volume
ASTM F1868 Standard Test Method for Measuring Moisture UOHO s reereene 0 0Py
Vapor Emission Rate of Gongrete Rollar

rface P i 1 o
?()S;;%—as‘?gg :g?r? g:;?esskiargccz Pﬁizrf;tlg;lnf Conerete COVEI (ot 1/ I'" natural or synthetic with phe-
. nolic core

P"MDUSIY Painted Surfaces Reduction...e e As needed up to 10% by volume

If in sound condition, clean the surface of all Toreigh material.

Smooth, hard or glossy coatings and surfaces should be dulled
by abrading the surface. Apply a test area, allswing paint to dry
ohe week befara testing adhesion. If adhesion Is poor, or if this
product attacks the previous finish, removal of the previous coat-
ing may be necessary, If paint is peeling or badly weatherad,
clean surface o sound substrate and treat as a new surface

I specific application equipment is not listed above, equivalent
equipment may he substituted.

Polyurethane  5.07A continued on back
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& COROTHANE® |
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Coatings REDDISH GRAY B65A11

APPLICATION BULLETIN

el '5:'§‘=3APPL..ICAI\"'rIQN‘FROQEQUBE-‘B-f:'. . PERFORMANCE: TIPS

Surface preparation must be completed as indicatad. Stripe coat all grevices, welds, and sharp angles to prevent early

failure in these areas.
Stir paint thoroughly prior to use with a power agitator. Filter

slowly through a 55 mesh screen. When using spray application, use a 50% overlap with each

pass of the gun to avoid holidays, bare areas, and pinholes. if

( ie.
Apply paint at the recommended fim thicknsss and spreading | MCCCSSAY: 67088 spray at aright angle

rate as indicated below. Spreading rates are calculated on volume solids and do not in-

clude an application {oss factor due to surface profile, roughness

Recommended Spreading Rate per coat: or porosily of the surface, skill and technique of the applicator,

Wet mils: 50-8.0 methed of application, various surface irregularities, material
Dty mile: 3.0-50 Iost during mixing, spiflage, overthinning, climatic conditions,
Coverage: 904 - 340 sq ftigal approximate and axcesslve film build.

Excessive reduction of material can affect film build, appear-

Drying Scheduls @ 6.0 mils wet @ 50% RH: ance, and adhesion.

@40°F  @T75°F @100°F
To touch: 2 houss 40 minutes 20 minutes In oider to avoid blockage of spray equipment, clean eguip-
To handle; 2 hours 6 hours 2 hours miant before use or bafore periods of extendad downtime with
To recoat: Radycer #15, R7K15.
minimum: 8 hours & hours 2 hours
: Pour a small amount of Reducer #15, R7TK15 over the top of
maximum: 12 months 12 months 12 months b i ni :
To cure’ 4 days 3 days 1 day the paint in the can to prevent skinning or gelling.
Drying time is temperature, humidity, and film thickness depen- | place a temporary cover over the pail to keep excessive
dent. moisture, condensation, fog, or vain from contaminating the

coating.
Application of coating above maximum or below minimurm

recommendad spreading rate may adversely affect coating It is recommended that partially uséd cans not be seated/closed

for usa at a laler date.

Carathane KAAccelerator is acceptable for use, See data page
5.98 for details.

Mugt be topcoated for exterior use.

Refar to Product Information sheet for additional parformance

i, [ SAFETY. PRECAUTIONS i

.- CLEAN UP INSTRUCTIONS -

Clean spllis and spatters Immadiately with Reducer#15, R7K15. | Refer to the MSDS sheet bafore use.
Clean tools immeadiately after use with Reducer #15, R7K15,
Follow manufacturer's safety recommendations when using

any solvent.

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

s

e S Y ARRANTYE R b s

245 DIGELAIMER. 147 877800

The Sherwin-Wiliams Company warrants our produdts to be free of manufaciuring de-

The Infermation and recommendstions aet Torth in thia Product Date Sheet are
based upon tests conductad by or on behalf of Tha Sherwin-Williams Gompany.
Such information and recommensations et forth herein are subjact to change
and pertaln fo the product oftared at the tima of publicallon. Consult your Sherwin-
Williams representative to obtaln the moat recent Praduct Data Information and
Appllcation Bullatin.

focts in secord with applicable Sharwin-Willizms quality contral procaduras. Liability
for products proven defective, ifany, 1a Imitad to replacernent of the defective product
or the refund ¢f the purchese price paid for 1 defective praduct ad dalerminet by
sherwin-Willams, NO OTHER WARRANTY CR GUARANTEE CF ANY KIND IS
MADE BY SHERWIN-WILLIAMS, EXPRESSED OR IMPLIED, STATUTCRY, BY
OPERATION OF LAW OR QTHERWISE, INCLUDING MERCHANTABILITY AND
FITNESS FOR A PARTICULAR PURPOSE,
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Industrial A U7 6.02

& ZINC CLADP®P Il ETHYL SILICATE

‘ Il Marine INORGANIC ZINC-RICH COATING

E SHERWIN . ParT E B89V3 Binp

W;f_gAM}g Coatlngs ParT F B69D11 ZiNe DﬁdsTER
Revised 08/08

“w. " PRODUCT DESCRIPTION : ' "1 T

PRODUCT INFORMATION

C.3, o RECOMMENDED USES ™ ™ 145y siiov

ZINC CLAD 1l ETHYL SILICATE is a solvent-based two-
package, inorganic ethy} silicate, zine-lich coating.

» Meets Class B requirements for Slip Coefficient and Creep
Resistance, .56

Maats AASHTO M.3G0 zpecification

B5% zing content in dry film

Coating self-heals to resume protection if damaged
Provides cathodic/zacrificial protection by the same
mechanism ag galvanizing. Also protects steel by fortiing
an inorganic moisture and solvent barrier

For use over properly prepared blasted steel,

» Asaone-coat maintenance coating or as a permanent primer
for severaly sorrosive environments (pH range 5-9)

+ Economical replacement far gaivanizing with similar peifor-

mance

ldeal for application at low temperatures ar service at high

tamparatures and/or humidity conditions

Water intake and discharge lihes (non-potable)

Where abragion resistance and hardness Is required

Bridges, refinerias, drilling rigs

Shop or figld application

Not recommmended for severa acid or alkali sxposure

-

Propuct CHARACTERISTICS

. PERFORMANCE CHARAGTERISTICS -

Finigh:

Flat
Color: Gray-green
Volumne Solids: 62% % 2%, ASTM D2897, mixed
Walght Sollds: B2% & 2 %, mixed
VOC (calculatad): Unreduced: <500 g/L; 4.17 Ib/gal
mixed Reduced 10%: <500 g/L; 4.17 ib/gal
Zinc Gontent in Dry Film:  85% by weight

Mix Ratto: 2 componants; premeasured
& gallons mix
Recommended Spreading Rato por coat:
Wat mils: 3.5-6.5
Dry mils: 20-40
Coverage! 248 - 486 sq fiigal approximate

Note: Brush application Is for smali areas only,
Applicationofcoating abava maximum orbslowminimumrecommendsd
spreading rate.may advarsaly affect coating performance,

Drylng Schedule @ 5.0 mils wat @ 50% RH
e @ @25°F 77°F @100°F

Raln reslstant 1 hours 20-30 minutes 15 minules
To touch: 30 minutes 16 minuted & minutes
To handla: 3 hours 1-2 hours 20 minutas
To regaat: 48 haurs 18 hours 18 hours
To cure: 7 days 7 days 7 duys
fmmersion servica: 14 days 14 days 14 days
Drying time is temperaturs, humidity, and film thickness dependent.
PotLifa: 18 hours 8 hours & hours

Note: High humidity will shorten the pot lifs.

System Tested: (unlses otherwise Indicated)
Substrate: Steel

Surface Preparation: SSPC-5P10
¢t Zing Glad || @ 3.0 mils dft

Abraslon Reslémnce:

Methed: {\SZM D4080, GS17 wheel, 1000 cycles, 1 kg
o8 -

Result: 326 mg loss .

Adheslon:

Method:  ASTM D454

Resuit; 6,77 MPa = 982 1b psi

Direct Impact Resistance!

Method: ~ ASTM D2794

Resuttt 60 in, Ibs.

Pry Heat Resistance:

Method:  ASTM D2485

Result:  750°F

Immerslon Reslstance (untopceated):
Method: 1 year

Results:  Acceptable for: crude oil, fresh and

deminaralized water, gasoline
Molsture Condensation Res{stance;

Method;  ASTM D4585, 100°F, 2000 hours
Resulft: No Faiture

Pencit Hardness:

Method: ASTM D3363

Result, 3H

Salt Fog Resistanca:

Method: ASTM B117, 2000 hours
Result:  No Failure

Wet Heat Rosglstance:

Method;  Nen-dmmarsion

Reasult: *F

8lip Coefficient, zine only:

Sweat-in-Time: None required Method:  AISC Specification for Structural Joints Using
ASTM 4325 or ASTM A490 Bolts
Shelf Life: Part E - 9 months, unopened Resuly  Class B, 056
Pait F - 24 momhs‘nunopeneﬂd
Slore indaors at 40°F to 100°F Provides performance comparable to products formulatedpto
Elash Polbt: 55°F, PMCC, mixed Eggli:trgb‘sbemﬂcatrons. Mil-P-38336, Mil-P-46105, and S&FC
ReduceriClean Up: Balow 80°F - Xylene, R2K4
: Above 3(°F - Reducer #58, R7K58
Zinc Rich 68.02 continued on back
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PRODUCT INFORMATION

e

_* ReCOMMENDED SYSTEMS .. LT

-, SURFACE PREPARATION "

Steel, Zine Primer/Finish, immerslon or atmospherlc:
1t Zine Clad Il Ethyi Silicate @ 2.0 - 4,0 mils dft

Stael, Acrylic Topcoat, atmospheric:
1ct, Zinc Clad Il Ethyl Silicate @ 2.0 - 4.0 mils dft
2¢ts,  DTM Acrylic Coating @ 2.5 - 4.0 mils dft/ct

Steel, Coal Tar Epoxy Topcoat, atmospheric:
1ct Zine Clad ll Ethy| Silicate @ 2.0 « 4.0 mils dft
1¢t Hi-Mil Sher-Tar Epexy @ 16.0 - 20.0 mils dff

Steel, Epoxy Topcoat, atmospheric:
1ct Zinc Clad Il Ethyl Silloate @ 2,0 - 4.0 miis dft
1-2 cte. Macropoxy HS @ 3.0 - 6.0 mils dfi/ct

Steel, Epoxy Topcoat, atmospheric:
1¢t, Zinc Clad || Ethyl Silicate @ 2.0 « 4.0 mils dit
2ats,  Tite-Clad HS Epoxy @ 3.0~ 4.0 mils dft/ct

- Steel, Urethane Topcoat, atmospheric:

1ct.  Zing Clad il Ethyl Silicate @ 2.0 - 4.0 mils dft
1 ct. Macropoxy HS @ 2.0 - 6.0 mils dit/ct
1 ct. Sherthane 2K Urethane @ 2.0 - 4.0 mils dit

NOTE: 1 ct. of DTM Wash Primer can be used as an in-
termadiate cort under recommendead topcoats to
prevent pinhaling.

Steel, Class B Compllant System
id Zing Clad 1] Ethyl Siticate @ 2.0 - 4.0 mils dft
1o Steel Spec Epoxy Primer {red) @ 4.0-6.0 mils dft

The systems listed above are rapresantative of the product's

use, Other systems may be appropriaie,

Surface must ba clean, dry, and in sound condition. Remove
all oil, dust, grease, dirt, loose rust, and other foreign material
te ensure adequate adhegion.

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

Minimum recommended surface preparation:

Iron & Stesl
Atmospheric: S8PC-5P8/ NACE 3, 2
il profile
Immetsion: SEPC-SP1OMNACE 2, 2
mil profile
fei s TINTING sttt
Do not tint.
- APPLICATION CONDITIONS '
Temperature:
alr ang surfage: 0°F minimum, 120°F maximum
material, 40°F minimum
At least 5°F ahove dew point
Relative humidity: 40% - 0% maximum

Water misting may be required at
humidities below 50%

Refer io product Application Bulletin for detailed application
infarmation.

+7 ORDERING INFORMATION

Patkaging:

5 gallons mixed
Part E: 3,75 gallons in a 5 gallon can
Part F; 73 1b zinc dust

Weight per gallon: 20,8 0.2 b, mixed

THEn . BAFETY PRECAUTIONS !

Refer to the MSDS sheet before use,

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

LisCLAIMER:

The Information and resemmendations set forth in his Produgt Data Sheet are
Dased upon tests canducted by or on hehalf of The Sharwin-Williems Company,
Sugh information and recommendations sai Tarth hersih are subject 1o changs
ang pertain to the praduct oltered at thatima of publication, Cansult your Sharwin-
Willlama represantalive to oblain the most recent Produgt Data fnformation and
Apptication Bulletin,

Tha Shenwln-Willlama Company warrante pur praducts lo bafrae of manufaciuring de-
facts in awcord with applicable Shonvin-Williams quality control procedures, Liability
for praducts proven defactive, ifany, la imiled te raplacement of the defective product
or he refund of the purchase price paid jor the defective product as determined by
Shamwin-Willame, NO OTHER WARRANTY OR GUARANTEE OF ANY KIND 18
MADE BY SHERWIN-WILLIAMS, EXPRESSED OR IMPLIED, STATUTORY, B8Y
OPERATION OF LAW OR OTHERWISE, INCLUDING MERCHANTABILITY AND
FITNESS FOR A PARTICULAR PURPOSE,
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M ]
S L=l Narine INORGANIC ZINC-RICH COATING
HERWIN . ParT E B69V3 BINDER
VVILLIAMS. coatlngs P::: F B&SD11 Zinc Dust

APPLICATION BULLETIN Revised 08108

%y SURFACE PREPARATION -+

RN A 2 APPLICATION. CONDITIONS

2inc rich coatings require direct contact between the zinc | Temperaturs;

pigment in the coating and the metal substrate for oplimum alr ahd surface: 0°F minimum, 120°F maximum
performance. Surface must ba dry, free from oil, dit, dust, milt material: 40°F minimum

scale, or other confaminants lo ensure adequate adhasion, Af least 5°F above dew point
Iron & $tasl (atmospheric service) Retative humidity: 40% - 90% maxinum

Remove all oil and grease from surfaca by Soivent Cleaning per Water misting imay ke required at
S$SPC-5P1. Minimum sutface preparation is Commercial Blast humidities below 50%

Cleaning per SSPC-SPB/NACE 3. For betier performance, Use

Near White Metal Blast Cleaning per SSPC-SP1ONACE 2, Blast [ . .~ < APPLIGATION EQUIPMENT :

clean all surfaces using a sharp, angular abrasive for oplimum — ) - —
surface profile (2 mils). Prime any bare steel the sama day as | 11@ following is aguide. Changes in pressures and fip sizes may

it Is cleaned or before flash rusting ocours, be heeded far proper spray characteristics, Always purge spray
equipment before use with listed reducer. Any reduction must
Iron & Steel {Immerslon gervice) be sompliant wiih existing VOC regulations and compatible with

Remove all oil and grease from surfaca by Solvent Cleaning the existing environmental and application conditions.
per SSPC-SP1. Minimum surface preparation Is Near White
Metal Blast Glaaning per SSPC-SP10/NAGE 2. Blast clean all | Reducer/Clean Up

surfaces using a sharp, angular abrasive for optimum surface |  Below 80°F - LAY
profile (2 m"s%_ Remove all weld spaiter and I:Dund all sharp Above BO°F .. Reducer #58, R7K58
edges by grinding. Prime any bare steel the same day asitis :
cleaned or before flash rusting ocaurs. Alrlgss Spray _ o
{use Teflon packings and continuous agitation)
Note: If blast cleaning with stee! media is used, an appropri- | FreSBUR. e, 1600 - 2000 psi
ate amount of stesl arit blast media may be incorporated into | HO8®uwmnrmscen BEID
the werk mix ta render a dense, angular 1.5 - 2.0 mil surface L L .
profile, This method may result in improved adhesion and | REAUCHON. e As needed up to 10% by volume
performance.

Conventional 8pray
(continuous agitation required)

L1174 PP Binks 95

Fiuid Nozzle .....cr.cccns .66

Air NOzZZIE..c...o s GIPB

Afomization Prassure..... 30 - 40 psi

Fluid Pressura................ 10 - 20 psi '
RedUCHiON. v cvree ... AS NBEGE U to 10% by volume

Keep prassure pot at level of applicatar to avoid blocking of fluid
fine due to weight of material. Blow back coating in fluid line at
intermittent shutdowns, but conlinue agitation at pressure pot.

Brush ...oocoovooeverecveecenrnen.. FOF toUgh-up only

If specitio application equipment is not listed above, equivalent
agquipment may be substituted.

Zinc Rich 6.02A continued on hack
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& ZINC CLAD® Il ETHYL SILICATE

APPLICATION, PROCEDURES

APPLICATION BULLETIN

7 PERFORMANCE Tips-

Surface preparation mugt be completed as indlcated.
Zinc Clad Il cames In 2 premeasured containers which when mixad
provides & gallons of read-to-spply matarial.

Mixing Instrugtions:  Thoroughly agitate Bindar Part E, Using con-
{invous air driven agitation, slowly mix all of Zinc Dust Part F inta all of
Binder Pact E unfll mixture is complataly uniform, After mixing, pour
imixture through 30-60 mesh scraen, Mixed material must be used within
& hours. Do not mix previously mixed material with new.

i reducer sulvent is usad, add only afier balh components heve bean
{horoughly mixad, . ) . )
Contindious agitalion of mixture during appfication is ragulred, otherwise
zInc dust will quickly settie eut.

Apply paint at the récommanded film thickness and spreading rale as
indicaied below:

Recommended Sproading Rate par coat:
Wet mils: 3.8.0.6
Dry mils; 2040 )
Coveragat ) 248 - 496 =g fUgal a proximate
Nota: Briksh application is for small areas only.

Drying $chedule @ 3.0 mllg gggt@ 60% RH

77°F 100°F
Rain resistart ours -30 minutes minutes
To fouch: 30 minutas 15 minutes 5 minules
To handle: 3 hours 1-2 hours 20 minutes
To recoat: 48 hours 18 hours 18 hours
To cure; 7 days 7 days 7 days
Immersion gervice: 14 days 14 days 14 days
Drying timals temperature, humidity, and film thickness depandant.
Pot Lifa: 18 hours 3 hours & hours
Note: High humidity will shorten the pot ife.
sweat-in-Tima: ~ None required

Applicatlon of coafing abovi maxiinum or below minimum recommended
spreading rate mey adveraely affact coating parformance,

| use ar hafare perlods o

Topcoating: Note minimum cure timas at normal condiions hefore
topgoating. Lon erdrymF periods are requlved if primer cannol be water
et sprayed whan hiumidity is low, Water milsting may be required at
humidifies below 50%. ) )
Occagionally iopsoals will pinhole or detaminate from zinc-rich coatings,
This Is ususiy due o poor amblent conditions or faulty apphcation of
topcoats. Thig can he minimized by: o

. Fmvlg'i_g u?élequate ventifation arid suitable application and substrata

am .

. ’?"‘-’?‘H" Sy POk & st cost of the topegal, reduced up &
- If pinhalin ops, apply A mis! co oal, reduced up 1o
B Do Tty O v Folow MR & full coat, - "

' Appiyln? & wet full coat, but at minimum fiim bulld, prior 1o applying

a complete full cost.

Stripa coat all crevices, welds, and sham angles to prevent early failuro
in these areas.

When using spray application, use a 50% ovarlap with each pass of
the gunto agvo% hlzl:lirﬁgl& bare areas, and nplnhﬂlﬂ£ if neoessarg. Cross
spray at a right angle.

Spreading rates are calpulsted on volume sollds aﬂd do not include an
application loss factor due to surface profila. roughiness of porogity of
{he surfae, skill and technigue of the mpplicator, method of applica-
fion, yanous surface fragularities, material 108t dLFng mixing, 5 illage,
averhinning, ¢limstic conditions, and excessive fiim bulld.

Excossive reduction of material can affect film build, appearance, and
petformanca.

Do not mix previously catalyzed material with naw.
Do not apply the mataral bayond recommended pot life.

In arder to avoid blocka?e of spray equipment, clean equipment bafora
extenosd dowihtime with Xylene, R2K4.

Keep pressura pot at lsval of a%plicator 1o aveld blocking of fiuid line
due to'weight of matarial. Blow back coating In fluld line atintermiltent
shutdowns, but continug agitatlon at pressure pot. S

Application above recommendad fllr thickneys mey result in mud
cragKing. A

Not recommended for severe acid or plkali exposures.

Oll base, alkyd, ¢poxy ester, and silicone slkyd topcoats are not rec-
ammended. yd, epary kyd top

Pelyurethane topcoats require a te coat of catalyzed epoxy.

Topcoats may be applied once 50 MEK doubla rubs are achieved. No

g%i;pg gr onlydglight g'gces should be visible. Coln hardnesg test can
e used.

Reafar to Product Information sheet for additional performance charac-
tetistics and propartles.

r Atk

B2t

v

SARETY PRECAUTIONS :

Clean spills and spatters Immadiataly with Xylene, R2K4. Clean fools
Immediately after uae with Xylene, R2Kd. Faflow manufacturei's safely
recommendations when Lging any solvent.

Refer tg the MSDS sheet before use.

Published technical data and instructions are subject io change without
notlce.  Contact your Sherwin-Willizms representative for additional

T DISCLAIMER®

tachintcal data and instrucliens.
: ARRANTY,.

RO R

{The intermation and racommendalions aet forth in ihis Produet Data Sheat are
baead upon tosts conductad by or on behaif of The Sharwin-Willlams Company.
Sueh Infarration snd recommendatlons aet farth herein are aubact to changs
and pertain to the product offerad st ihe time of publication. Congult your Shenwin-
willlsme reprasentative io obtain the most recent Product Data Information and
Application Bulletin,

The Shenin-Wiliams Gompany wazrants our preducs to ba frae of manufacturing de-
feets In accord with applicable Shewin-Willlama guality control procedures, Liability
far praducls proven tletective, 'f any, is imtted t replacement of the dalactive product
ot the refund of tha purchuse price pald for tha dafective produst 48 tetermined by
Sharvin-Williamg, NO OTHER WARRANTY OR GUARANTEE OF ANY KIND 18
MADE BY SHERWIN-WILLIAMS, EXPRESSED OR IMPLIED, STATUTORY, BY
OPERATION OF LAW OR OTHERWISE, INCLUDING MERGHANTASILITY AND
FITNESS FOR APARTICULAR PURFOSE.
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COATINGS UNLIMITED INC.

18420 68™ AVE. S., #110
KENT, WA. 98032-1093
PH: 425-251-3268 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 siryctures.

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 Procedures and meet WSDOT standatds.

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

3. Specified surfaces to be coated are abrasive blasted to standard SSPC-SF10, Near
White Metal Cleaning using Amesteel #40 steel grit abrasive.

a. Open air blasting in the CUI Blast Room, pressure 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 visnal inspection.

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

¢. All surfaces not to be coated are masked and protected per the Drawings.

d. “Lag time” (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 ocowrs. Usual standard lag time is 8
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 temperature < 5°F
over measured dew point temperature, the blast condition will remain
acceptable indefinitely.

e. If CUY intends to use the airless spray method, a Graco air powetred 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,

£ If CUY 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
attached International product information docurnent,

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 PA?2 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 Electroni¢c 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.







Marine Construction Dredging Pile Driving

1501 Taylor Way  Tacoma, Washington 98421
PHONES: Tacoma (253) 254-0118,

Seattle (206) 623-0114,

Fax (253) 254-0155

3/ AMERICAN

7 CONSTRUCTION COMPANY

CONTRACTORS LIC NO. 223-01-AM-ER-IC*372 NO.

DATE March?7,2011
Columbia River Crossing Project Office ' '

: . : ' . MC 02-11
TO: 700 Washington Street, Suite 300 JOB #:
Vancouver, WA 98660 TITLE: Columbia River Bridge Temporary
\ Pile Test Program (#8078)
Attn: Frank Green, P.E. '
THE FOLLOWING ITEMS ARE BEING SENT: Herewith X
: Under Separate Cover
Direct
QUANTITY _ DESCRIPTION
Painting Submittals for painting of Air Manifold:
1EA Prep and painting procedures (from Coatings Unlimited, Inc)
1EA Data Sheet for Zinc Clad Il Ethyl Silicate (primer coating)
1EA Data Sheet for Corothane | Ironox B (intermediate coating)
1EA Data Sheet for Corothane | HS (final coating; WSDOT Grey)

These items are being sent:

X | Per your request

X | Please keep us advised of action taken

X 1 For you to process

X | For your inspection and approval

X | For your general information and file

X | For your approval or corrections
REMARKS:

. | —
Please contact us promptly if there is a problem or question AMERICAN CONSTRUCTION COMPANY, INC.
COPY TO: BY:
Vernon Uy /






From: "Daly, Keith" <dalyk@columbiarivercrossing.com>

Sent: Thursday, March 03, 2011 4:10 PM

To: vernonu@americanconstco.com

Subject: RE: Contract 8078 - RFI 005: Painting specifications for the Bubble Curtain
Manifold

Vernon,

As stated in serial letter #24 the manifold for bubble curtain shall be painted Washington
Gray. Please refer to Sections 6-07.3(9)B, 9-08.1(8), and 9-08.3 of the Standard
Specifications.

Please submit a Request to Sublet Work (Form #421-012) for Coatings Unlimited Inc. which
must be approved prior to starting this work. | have attached a copy of this form for your
use. If you have any questions please let me know.

Thanks,

Keith Daly
Budget Manager

Columbia River Crossing Project ? mailto:dalyk@columbiarivercrossing.org
700 Washington St. Suite 300, Vancouver, WA 98660

office: 360.816.8870 ? Office: 503.256.2726 Ext. 8870

Fax: 360.737.0294

From: Vernon Uy [mailto:vernonu@americanconstco.com]

Sent: Thursday, March 03, 2011 2:51 PM

To: Daly, Keith

Subject: RE: Contract 8078 - RFI 005: Painting specifications for the Bubble Curtain
Manifold

Hi Keith.

Please provide information on the color. We talked about "WSDOT green" for a color. Our painting sub states
there are different shades/tones of WSDOT green. Can you provide me with a color number?

Attached is the RAM Form for our painting sub, Coatings Unlimited Inc. of Kent, WA.  Coatings Unlimited Inc.
will sandblast and paint per WSDOT Specification 6-07.3(9)

Thanks.

Vernon Uy
American Construction Company, Inc.


http://www.columbiarivercrossing.org/
mailto:dalyk@columbiarivercrossing.org

(425) 870-3217

From: "Daly, Keith" <dalyk@columbiarivercrossing.com>

Sent: Wednesday, March 02, 2011 10:12 AM

To: vernonu@americanconstco.com

Subject: RE: Contract 8078 - RFI 005: Painting specifications for the Bubble Curtain
Manifold

Vernon,

You are correct Section 6-07.3(9) Painting New Steel Structures in the Standard
Specifications is the section we discussed yesterday. Please submit the required documents
in accordance with this section. Prior to performing any painting all required
documentation will need to be approved. Please remember to coordinate the painting work
with Mark Degenhart so any required inspection can be done.

Thanks,

Keith Daly
Budget Manager

Columbia River Crossing Project ? mailto:dalyk@columbiarivercrossing.org
700 Washington St. Suite 300, Vancouver, WA 98660

office: 360.816.8870 ? Office: 503.256.2726 Ext. 8870

Fax: 360.737.0294

From: Vernon Uy [mailto:vernonu@americanconstco.com]

Sent: Wednesday, March 02, 2011 9:49 AM

To: Daly, Keith

Subject: fw: Contract 8078 - RFI 005: Painting specifications for the Bubble Curtain Manifold

Hi Keith.

Based on our phone conversation yesterday, and after review of the WSDOT specs (Painting Section 6-07), |
think the painting requirements detailed on Section 6-07.3(9) Painting New Steel
Structures will suffice. These are on pages 6-156 thru 6-158 of the specs.

Please concur. Once | receive an agreement, | will turn in the required submittals.
Thanks.
Vernon Uy

American Construction Company, Inc.
(425) 870-3217


http://www.columbiarivercrossing.org/
mailto:dalyk@columbiarivercrossing.org

From: "Vernon Uy" <vernonu@americanconstco.com=

Sent: Friday, February 25, 2011 12:09 PM

To: "Keith Daly - WSDOT" <dalyk@columbiarivercrossing.org>

Subject: Contract 8078 - RFI 005: Painting specifications for the Bubble Curtain Manifold

Hi Keith.

Now is the time to look into the painting requirements on the Bubble Curtain Manifold. Sheet ND4, Note 1 states
to "paint steel components per standard specifications.”

Questions:
« Please provide details on how you want the Bubble Curtain Manifold painted.
« What color? Coating thickness?

. What is the pre-painting treatment (surface cleaning/prep) requirements?
« We're only painting the manifold, correct?

Let me know. Thanks.
Vernon Uy

American Construction Company, Inc.
(425) 870-3217

*** eSafe scanned this email for malicious content ***
*** | MPORTANT: Do not open attachnments from unrecogni zed senders ***

*** eSafe scanned this email for malicious content ***
*** | MPORTANT: Do not open attachments from unrecogni zed senders ***
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COATINGS UNLIMITED INC.

18420 68™ AVE. S., #110
KENT, WA. 98032-1093
PH: 425-251-3268 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 siryctures.

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 Procedures and meet WSDOT standatds.

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

3. Specified surfaces to be coated are abrasive blasted to standard SSPC-SF10, Near
White Metal Cleaning using Amesteel #40 steel grit abrasive.

a. Open air blasting in the CUI Blast Room, pressure 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 visnal inspection.

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

¢. All surfaces not to be coated are masked and protected per the Drawings.

d. “Lag time” (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 ocowrs. Usual standard lag time is 8
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 temperature < 5°F
over measured dew point temperature, the blast condition will remain
acceptable indefinitely.

e. If CUY intends to use the airless spray method, a Graco air powetred 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,

£ If CUY 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
attached International product information docurnent,

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 PA?2 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 Electroni¢c 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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4 press
5.07
COROTHANE® |
IRONOX® B

REDDISH GRAY B65A11

$3-

PRODUCT INFORMATION

Revised 1/09

L ar T PRODUCT DESCRIFTION:."

el

ot REGOMMENDED UsEs;

COROTHANE | IRONOX B is a single componant, VOG compl
ant, moisture curing urethane intermediate coatwith micaceous
Iron oxide designed for low temperature applications, providing
chemical and abrasion resistance.

Low temperature application - down to 20°F
Qutstanding adhesicn to most surfaces
Qutstanding abrasion and chemical resistance
Suitable for use in USDA inspected facilities

Inermediate coat for lead overcoating aystem

Ideal for stripa coating over primed surfaces.

= Superior coverage on edges and bridging over aracks due to
micacsous iron oxide

Must be fopcoated for exterior use

Conforms to AWWA DT102-D3, OCS #2

Acceptable for use as a primar or intermediate coating
Meets requirements of SSPC Paint Spec No. 41 for zing rie
moistura curd urathane primer oh Intermadiate.

Diylng tima is tamperature, humidity, and film thickness depen-
dent,

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

Reducer/Clean Up: Reducar #15, R7TK15 or
(l? '-Srk{—w/q,a: Y loss = 1653 Mo,

ey Ly lWﬁﬁ(

ity PRODUCT CHARACTERISTICS §, " 4o 11 ; PERFORMANCE CHARACTERISTICS .
Finish: Low Gloss Syatem Tested: (unless otherwise indicated)
Suhsirate: Stesl
Color: Reddish Gray Surface Preparation: S8PC-8F6
1ct, Corothane | GalvaPac Zine Primer @ 3.0 mlls dft
Volume Solids: 64% + 2%, may vary by color 1ct.  Corpthane | IronOx B @ 3.0 mils dft
1ct. Corgthane | tronOx A @ 3.0-mils dft
Welght Solids: B1.4% * 2%, may vary by color :
Abraslon Resistance:
VOCG (EPA Method 24): <340 g/t 2.8 Ib/gal Method:  ASTM D4060, CS147 whael, 1000 cycles, 1Kg
load
Recommended Spreading Rate per coat: Result; 21 mg loss
Wet mils: 50-80 Adhasion:
Dry mils: 3.0-6.0 Methog:  ASTM D4541
Coverage: 204 - 340 sq ftfgal approximate Resulf; 100D psi
. Direct Impact Resistance:
Drying Schedule @ 5.0 mils wat @ 50% RH: Method: ASTM D2794
@AV°F @ 76°F @100*F Result: 80 in, lhs,
To touch: 2 hours 40 minutes 20 minutes Dry Heat Resistance:
T handle: 8 hours 6 hours 2 hours Method: ASTM D2485
To recoat: Result.  300°F :
mimimum: 8 hours 6 hours 2 hours Flexibility:
maximum: 12 months 12 months 12 months Metnod: ASTM D522, 180° bend, 7/16 * mandrel
To cure: 4 days 3 days 1 day Resut; Passes

Method:  ASTM D4585, 100°F, 300 hours
Reault:  Passes
'| Pencll Hardness:
Method: ASTM D3363
Resuli: 2H
Salt Fog Resistance:
Method, ASTM B117, 2500 hours
Resuif: Passges
Wet Heat Resistance:;
Methed:  Nof-immersion

Molsture Condensation Resistance!

Polyurethane  5.07

continued on back



Mar. 7. 2011 1:570M No. 1372 P 9/1%
Industrial 5.07
& COROTHANE® |
(3R Marine IRONOX® B
ﬁgfgﬁgg( Coatings REDDISH GRAY B&5A11

PRODUCT INFORMATION

:. SURFACE PREPARATION [

Surface must be clean, dry, and in sound condition. Remove

Steel:

1ot Corothane | GalvaPac Zine Primer all ofl, dust, grease, dirt, loose rust, and other foreigh matarial
@ 3.0 - 4.0 mils dft {o ensure adequate adhesfon.

1ot Corothane | Iron0x B @ 3.0 - 5.0 mils dit

1et Corothane | tronOx A @ 2.5 - 3.6 mils dft Refario product Application Bulletin for detailed surface prepa-

ration information.

Steel:

1ct. Corothane | PrePrima @ 1.6 - 2.0 rniis dft Minimum recommended surface preparation:

1ct.  Corothane | [ronOx B @ 3.0 - 5.0 mils dft * Iron & Stesl: SSPC-5PG /NACE 3

1ct.  Corothane | lrenOx A @ 2.5 - 3.8 mils dft * Concrete: SSPC-GP13/NACES

Previously Painted: 88PC-8P2 or SF3, or ICRI 03732,

Goncrete, smooth: CSP1-3
1cl Gorothane | PrePrime @ 1.5 - 2.0 mils dft
1ol Corothane | IronOx B @ 3.0 - 5,0 mils dft * Primer required
1at Corothang | ronOx A @ 2.5 - 3.5 mils dit S — — :
A T TINTING T R e
Concrete, rough: .
1ct.  Kem Cati-Coat HS Epoxy Filler/Sealer Do not tint.
@ 10.0 - 30.0 mils dft/ct, as required to fill voids and 5 L APPLICATION CONDITIONS 77 o
provide a continuous substrate. - — erreet - :
1t Gorothane | lronOx B @ 3.0 - 5.0 mils cft Temperature:
1¢t Corothane | Aliphatic Finish Goat air and surface: 20°F minimum, 100°F maximum
@ 2.0 - 3.0 mils ¢t material; 45*F minimum
) Do not apply aver surface ice
Previcusly palnted surfaces: Relative humidity: Can be applied at relative humidities

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

1ct Carothane | lronOx B @ 3.0 - 5.0 mils dft

1 ct. Corothane | lronOx A @ 2.5 - 3.5 mils dft

up to 99%.

Refer to product Application Bulletin for delailed application
information.

"7, ORDERING INFORMATION .+, 7 [/~

Con

Packaging: 1 and 5 gatlon containers

Weight per gallon: 13820210

. Hn SAFETY PRECAUTIONS
Refer to the MSDS sheet befora use.

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

SVARRANTY.

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

i

i IHSCLAIMER

e tEe oewly

Tha Sharwin-Williams Company wasmants our products to be free of manufasturing de-

The information and recommandations s&t forth in this Preduet Data Sheet are
based upoh tasta conducted by or on behalf of The Shaiwin-Williams Company.
Such informalion and recommendations ael feith heretn are subfect io changa
and pertain to the product affered at the time of publication, Consull your Sherwin-
Willlams representative 1o obiain the moel recent Preduct Data information and
Application Buftatin, .

fecls in accord with applicafe Shewi- -Willtama qualtly control procedures. Liabilily
for producie provan defattive, if any, islimiled to replacement of the defective product
or the refund of the purthase price pald for the defective preduct ae defsrmined by
Sharwin-Wifiams. NO OTHER WARRANTY OR GUARANTEE OF ANY KIND 1S
MADE BY SHERWIN-WILLIAMS, EXPRESSED OR IMPLIED, STATUTORY, BY
OPERATION OF LAW OR OTHER\MSE iNCLUDING MERCHANTABILETY AND

FITNESS FOR A PARTICULAR PURPOSE.
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Industrial 5.07A
& COROTHANE® |
Marine IRONOX® B

SHERWIN Coatings RepoisH Gray B65A11

WILLIAMS.

APPLICATION BULLETIN Revised 1/09

. SURFACE PREPARATION | - '+ APPLIGATION CONDITIONS.
Surface must be clean, dry, and in sound condition. Remove | Temperature:
all oil, dust, grease, dirt, loose rust, and other foreigh material air and surface: 20°F minimum, 100°F maximuim
to ensure adequate adhesion. material: 45°F minimum

Do not apply over surface ice

Iron & Stes!
Remave alt oil and grease from surface by Solvent Cleaning per | Relafive humidity: Can be applied at relative humidities
SSPC-8P1. Minimum surface preparation is Commercial Blast up to 99%.

Cleaning per SSPC-SPO/NAGE 3, For better performance, use
Near White Metal Blast Cleaning per SSPC-GP10/NACE 2, Blast
clean all surfaces using a shamp, angular abrasive for optimum —— — — —
surface profile (2 mils). Prime any bare steel the same dayas | .~ 7+t APPLICATION EQUIPMENT ;| - -« g
it is cleaned or before flash rusting ocours.

| The foliowing is 3 guide, Ghanges in pressures and tip sizes may
Poured Concreta he needed for proper spray charactaristics. Always purge spray
New equipment before use with listed reducer. Any reduction must
For sutface preparation, refer to S8PC-SP13/INACE 6, of ICRI ke compliant with existing VOC regulations and compafible with
03732, CSP 1-3. Surface must be glsan, dry, sound, and of- the existing environmental and application canditions.

fer sufficient profile to achieve adequate adhesion. Minlmum

substrate cute is 28 days at 75°F, Remove all form release | RedueorCleanlp ... F\fggc;g%s.t)ﬂm15 or R7K111
agents, curing compounds, salts, efflorescence, (aitance, and P
other foreign matter by sandblasting, shotblasting, mechani-
cal scarification, or sultable chemical means, Refer to ASTM A[gess Spray 201
D4260, Rinsa thoroughly to achieve a final pH between 8.0 and Pump... 1860 . 2000 psi
10.0, Allow to dry thoroughly prior to coating, FESSUTE. csarstinnes 19 ps
okd H‘ose...............................1/4 .I-D )
Surface preparation is done in much the same manner as new -I[‘ilﬁelﬁ%l?nesr?w
cancrate. however, if the concrete is conlaminated with olls, o
grease, ohemicals, etc., they must be removad by cleaning REAUGHON. ... AS NiERTRH UP t0 10% by VOlume
with a strong detergent. Refer to ASTM D4258. Form release
agents, hardeners, #to. must be removed by sandblasting, shot- GOJventlonal Spray i
nit SRS €] - o(7 Binks

blasting, mechanical scarification, or suitable chemical means. G 900 g5
It surface deferioration presents an unacesptably rough surface, Flupd"l'\i;z'iléw """""""" 070 66/65
Kem Gati-Goat HS Epoxy Filler/Sealer ls recommended to patch A.”'N e Y 86PR
and resurface damaged cancrete. Algm?zalioal'ﬁll;;;ul:; IIII 60-70 psi 60-70 psi
llz;lllle':lll cracks, volds and bugholes with ArmorSeal Crack Fluid Pressure. ... 16-20 psi 1520 psi

; ) o
Always follow the standard methods listad below: RedUCtoN ..o s As heeded up fo 10% by volume
ASTM D4258 Standard Practice for Cleaning Goncrete. Brush
ASTM D4259 Standard Practice for Abrading Concrete, Brush Natural bristie '
ASTM D4260 Standard Practice for Etching Concrete, Red ctton as needed up 16 10% by volume
ASTM F1868 Standard Test Method for Measuring Moisture UOHO s reereene 0 0Py
Vapor Emission Rate of Gongrete Rollar

rface P i 1 o
?()S;;%—as‘?gg :g?r? g:;?esskiargccz Pﬁizrf;tlg;lnf Conerete COVEI (ot 1/ I'" natural or synthetic with phe-
. nolic core

P"MDUSIY Painted Surfaces Reduction...e e As needed up to 10% by volume

If in sound condition, clean the surface of all Toreigh material.

Smooth, hard or glossy coatings and surfaces should be dulled
by abrading the surface. Apply a test area, allswing paint to dry
ohe week befara testing adhesion. If adhesion Is poor, or if this
product attacks the previous finish, removal of the previous coat-
ing may be necessary, If paint is peeling or badly weatherad,
clean surface o sound substrate and treat as a new surface

I specific application equipment is not listed above, equivalent
equipment may he substituted.

Polyurethane  5.07A continued on back
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Industrial 5.07A
& COROTHANE® |
Marine IRONOX® B
Coatings REDDISH GRAY B65A11

APPLICATION BULLETIN

el '5:'§‘=3APPL..ICAI\"'rIQN‘FROQEQUBE-‘B-f:'. . PERFORMANCE: TIPS

Surface preparation must be completed as indicatad. Stripe coat all grevices, welds, and sharp angles to prevent early

failure in these areas.
Stir paint thoroughly prior to use with a power agitator. Filter

slowly through a 55 mesh screen. When using spray application, use a 50% overlap with each

pass of the gun to avoid holidays, bare areas, and pinholes. if

( ie.
Apply paint at the recommended fim thicknsss and spreading | MCCCSSAY: 67088 spray at aright angle

rate as indicated below. Spreading rates are calculated on volume solids and do not in-

clude an application {oss factor due to surface profile, roughness

Recommended Spreading Rate per coat: or porosily of the surface, skill and technique of the applicator,

Wet mils: 50-8.0 methed of application, various surface irregularities, material
Dty mile: 3.0-50 Iost during mixing, spiflage, overthinning, climatic conditions,
Coverage: 904 - 340 sq ftigal approximate and axcesslve film build.

Excessive reduction of material can affect film build, appear-

Drying Scheduls @ 6.0 mils wet @ 50% RH: ance, and adhesion.

@40°F  @T75°F @100°F
To touch: 2 houss 40 minutes 20 minutes In oider to avoid blockage of spray equipment, clean eguip-
To handle; 2 hours 6 hours 2 hours miant before use or bafore periods of extendad downtime with
To recoat: Radycer #15, R7K15.
minimum: 8 hours & hours 2 hours
: Pour a small amount of Reducer #15, R7TK15 over the top of
maximum: 12 months 12 months 12 months b i ni :
To cure’ 4 days 3 days 1 day the paint in the can to prevent skinning or gelling.
Drying time is temperature, humidity, and film thickness depen- | place a temporary cover over the pail to keep excessive
dent. moisture, condensation, fog, or vain from contaminating the

coating.
Application of coating above maximum or below minimurm

recommendad spreading rate may adversely affect coating It is recommended that partially uséd cans not be seated/closed

for usa at a laler date.

Carathane KAAccelerator is acceptable for use, See data page
5.98 for details.

Mugt be topcoated for exterior use.

Refar to Product Information sheet for additional parformance

i, [ SAFETY. PRECAUTIONS i

.- CLEAN UP INSTRUCTIONS -

Clean spllis and spatters Immadiately with Reducer#15, R7K15. | Refer to the MSDS sheet bafore use.
Clean tools immeadiately after use with Reducer #15, R7K15,
Follow manufacturer's safety recommendations when using

any solvent.

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

s

e S Y ARRANTYE R b s

245 DIGELAIMER. 147 877800

The Sherwin-Wiliams Company warrants our produdts to be free of manufaciuring de-

The Infermation and recommendstions aet Torth in thia Product Date Sheet are
based upon tests conductad by or on behalf of Tha Sherwin-Williams Gompany.
Such information and recommensations et forth herein are subjact to change
and pertaln fo the product oftared at the tima of publicallon. Consult your Sherwin-
Williams representative to obtaln the moat recent Praduct Data Information and
Appllcation Bullatin.

focts in secord with applicable Sharwin-Willizms quality contral procaduras. Liability
for products proven defective, ifany, 1a Imitad to replacernent of the defective product
or the refund ¢f the purchese price paid for 1 defective praduct ad dalerminet by
sherwin-Willams, NO OTHER WARRANTY CR GUARANTEE CF ANY KIND IS
MADE BY SHERWIN-WILLIAMS, EXPRESSED OR IMPLIED, STATUTCRY, BY
OPERATION OF LAW OR QTHERWISE, INCLUDING MERCHANTABILITY AND
FITNESS FOR A PARTICULAR PURPOSE,




Marine Construction Dredging Pile Driving

1501 Taylor Way  Tacoma, Washington 98421
PHONES: Tacoma (253) 254-0118,

Seattle (206) 623-0114,

Fax (253) 254-0155

3/ AMERICAN

7 CONSTRUCTION COMPANY

CONTRACTORS LIC NO. 223-01-AM-ER-IC*372 NO.

DATE March?7,2011
Columbia River Crossing Project Office ' '

: . : ' . MC 02-11
TO: 700 Washington Street, Suite 300 JOB #:
Vancouver, WA 98660 TITLE: Columbia River Bridge Temporary
\ Pile Test Program (#8078)
Attn: Frank Green, P.E. '
THE FOLLOWING ITEMS ARE BEING SENT: Herewith X
: Under Separate Cover
Direct
QUANTITY _ DESCRIPTION
Painting Submittals for painting of Air Manifold:
1EA Prep and painting procedures (from Coatings Unlimited, Inc)
1EA Data Sheet for Zinc Clad Il Ethyl Silicate (primer coating)
1EA Data Sheet for Corothane | Ironox B (intermediate coating)
1EA Data Sheet for Corothane | HS (final coating; WSDOT Grey)

These items are being sent:

X | Per your request

X | Please keep us advised of action taken

X 1 For you to process

X | For your inspection and approval

X | For your general information and file

X | For your approval or corrections
REMARKS:

. | —
Please contact us promptly if there is a problem or question AMERICAN CONSTRUCTION COMPANY, INC.
COPY TO: BY:
Vernon Uy /
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Industrial A U7 6.02

& ZINC CLADP®P Il ETHYL SILICATE

‘ Il Marine INORGANIC ZINC-RICH COATING

E SHERWIN . ParT E B89V3 Binp

W;f_gAM}g Coatlngs ParT F B69D11 ZiNe DﬁdsTER
Revised 08/08

“w. " PRODUCT DESCRIPTION : ' "1 T

PRODUCT INFORMATION

C.3, o RECOMMENDED USES ™ ™ 145y siiov

ZINC CLAD 1l ETHYL SILICATE is a solvent-based two-
package, inorganic ethy} silicate, zine-lich coating.

» Meets Class B requirements for Slip Coefficient and Creep
Resistance, .56

Maats AASHTO M.3G0 zpecification

B5% zing content in dry film

Coating self-heals to resume protection if damaged
Provides cathodic/zacrificial protection by the same
mechanism ag galvanizing. Also protects steel by fortiing
an inorganic moisture and solvent barrier

For use over properly prepared blasted steel,

» Asaone-coat maintenance coating or as a permanent primer
for severaly sorrosive environments (pH range 5-9)

+ Economical replacement far gaivanizing with similar peifor-

mance

ldeal for application at low temperatures ar service at high

tamparatures and/or humidity conditions

Water intake and discharge lihes (non-potable)

Where abragion resistance and hardness Is required

Bridges, refinerias, drilling rigs

Shop or figld application

Not recommmended for severa acid or alkali sxposure

-

Propuct CHARACTERISTICS

. PERFORMANCE CHARAGTERISTICS -

Finigh:

Flat
Color: Gray-green
Volumne Solids: 62% % 2%, ASTM D2897, mixed
Walght Sollds: B2% & 2 %, mixed
VOC (calculatad): Unreduced: <500 g/L; 4.17 Ib/gal
mixed Reduced 10%: <500 g/L; 4.17 ib/gal
Zinc Gontent in Dry Film:  85% by weight

Mix Ratto: 2 componants; premeasured
& gallons mix
Recommended Spreading Rato por coat:
Wat mils: 3.5-6.5
Dry mils: 20-40
Coverage! 248 - 486 sq fiigal approximate

Note: Brush application Is for smali areas only,
Applicationofcoating abava maximum orbslowminimumrecommendsd
spreading rate.may advarsaly affect coating performance,

Drylng Schedule @ 5.0 mils wat @ 50% RH
e @ @25°F 77°F @100°F

Raln reslstant 1 hours 20-30 minutes 15 minules
To touch: 30 minutes 16 minuted & minutes
To handla: 3 hours 1-2 hours 20 minutas
To regaat: 48 haurs 18 hours 18 hours
To cure: 7 days 7 days 7 duys
fmmersion servica: 14 days 14 days 14 days
Drying time is temperaturs, humidity, and film thickness dependent.
PotLifa: 18 hours 8 hours & hours

Note: High humidity will shorten the pot lifs.

System Tested: (unlses otherwise Indicated)
Substrate: Steel

Surface Preparation: SSPC-5P10
¢t Zing Glad || @ 3.0 mils dft

Abraslon Reslémnce:

Methed: {\SZM D4080, GS17 wheel, 1000 cycles, 1 kg
o8 -

Result: 326 mg loss .

Adheslon:

Method:  ASTM D454

Resuit; 6,77 MPa = 982 1b psi

Direct Impact Resistance!

Method: ~ ASTM D2794

Resuttt 60 in, Ibs.

Pry Heat Resistance:

Method:  ASTM D2485

Result:  750°F

Immerslon Reslstance (untopceated):
Method: 1 year

Results:  Acceptable for: crude oil, fresh and

deminaralized water, gasoline
Molsture Condensation Res{stance;

Method;  ASTM D4585, 100°F, 2000 hours
Resulft: No Faiture

Pencit Hardness:

Method: ASTM D3363

Result, 3H

Salt Fog Resistanca:

Method: ASTM B117, 2000 hours
Result:  No Failure

Wet Heat Rosglstance:

Method;  Nen-dmmarsion

Reasult: *F

8lip Coefficient, zine only:

Sweat-in-Time: None required Method:  AISC Specification for Structural Joints Using
ASTM 4325 or ASTM A490 Bolts
Shelf Life: Part E - 9 months, unopened Resuly  Class B, 056
Pait F - 24 momhs‘nunopeneﬂd
Slore indaors at 40°F to 100°F Provides performance comparable to products formulatedpto
Elash Polbt: 55°F, PMCC, mixed Eggli:trgb‘sbemﬂcatrons. Mil-P-38336, Mil-P-46105, and S&FC
ReduceriClean Up: Balow 80°F - Xylene, R2K4
: Above 3(°F - Reducer #58, R7K58
Zinc Rich 68.02 continued on back
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ZINC CLAD® Il ETHYL SILICATE
INORGANIC ZINC-RICH COATING

ParTE BEIV3 BINDER

Industrial
3

g

}" 3 M
T EERE

SHE'RWIN ]

WWiLL1AMS. Coatings

ParT F

B69D11 2Zing Dust

PRODUCT INFORMATION

e

_* ReCOMMENDED SYSTEMS .. LT

-, SURFACE PREPARATION "

Steel, Zine Primer/Finish, immerslon or atmospherlc:
1t Zine Clad Il Ethyi Silicate @ 2.0 - 4,0 mils dft

Stael, Acrylic Topcoat, atmospheric:
1ct, Zinc Clad Il Ethyl Silicate @ 2.0 - 4.0 mils dft
2¢ts,  DTM Acrylic Coating @ 2.5 - 4.0 mils dft/ct

Steel, Coal Tar Epoxy Topcoat, atmospheric:
1ct Zine Clad ll Ethy| Silicate @ 2.0 « 4.0 mils dft
1¢t Hi-Mil Sher-Tar Epexy @ 16.0 - 20.0 mils dff

Steel, Epoxy Topcoat, atmospheric:
1ct Zinc Clad Il Ethyl Silloate @ 2,0 - 4.0 miis dft
1-2 cte. Macropoxy HS @ 3.0 - 6.0 mils dfi/ct

Steel, Epoxy Topcoat, atmospheric:
1¢t, Zinc Clad || Ethyl Silicate @ 2.0 « 4.0 mils dit
2ats,  Tite-Clad HS Epoxy @ 3.0~ 4.0 mils dft/ct

- Steel, Urethane Topcoat, atmospheric:

1ct.  Zing Clad il Ethyl Silicate @ 2.0 - 4.0 mils dft
1 ct. Macropoxy HS @ 2.0 - 6.0 mils dit/ct
1 ct. Sherthane 2K Urethane @ 2.0 - 4.0 mils dit

NOTE: 1 ct. of DTM Wash Primer can be used as an in-
termadiate cort under recommendead topcoats to
prevent pinhaling.

Steel, Class B Compllant System
id Zing Clad 1] Ethyl Siticate @ 2.0 - 4.0 mils dft
1o Steel Spec Epoxy Primer {red) @ 4.0-6.0 mils dft

The systems listed above are rapresantative of the product's

use, Other systems may be appropriaie,

Surface must ba clean, dry, and in sound condition. Remove
all oil, dust, grease, dirt, loose rust, and other foreign material
te ensure adequate adhegion.

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

Minimum recommended surface preparation:

Iron & Stesl
Atmospheric: S8PC-5P8/ NACE 3, 2
il profile
Immetsion: SEPC-SP1OMNACE 2, 2
mil profile
fei s TINTING sttt
Do not tint.
- APPLICATION CONDITIONS '
Temperature:
alr ang surfage: 0°F minimum, 120°F maximum
material, 40°F minimum
At least 5°F ahove dew point
Relative humidity: 40% - 0% maximum

Water misting may be required at
humidities below 50%

Refer io product Application Bulletin for detailed application
infarmation.

+7 ORDERING INFORMATION

Patkaging:

5 gallons mixed
Part E: 3,75 gallons in a 5 gallon can
Part F; 73 1b zinc dust

Weight per gallon: 20,8 0.2 b, mixed

THEn . BAFETY PRECAUTIONS !

Refer to the MSDS sheet before use,

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

LisCLAIMER:

The Information and resemmendations set forth in his Produgt Data Sheet are
Dased upon tests canducted by or on hehalf of The Sharwin-Williems Company,
Sugh information and recommendations sai Tarth hersih are subject 1o changs
ang pertain to the praduct oltered at thatima of publication, Cansult your Sharwin-
Willlama represantalive to oblain the most recent Produgt Data fnformation and
Apptication Bulletin,

Tha Shenwln-Willlama Company warrante pur praducts lo bafrae of manufaciuring de-
facts in awcord with applicable Shonvin-Williams quality control procedures, Liability
for praducts proven defactive, ifany, la imiled te raplacement of the defective product
or he refund of the purchase price paid jor the defective product as determined by
Shamwin-Willame, NO OTHER WARRANTY OR GUARANTEE OF ANY KIND 18
MADE BY SHERWIN-WILLIAMS, EXPRESSED OR IMPLIED, STATUTORY, B8Y
OPERATION OF LAW OR OTHERWISE, INCLUDING MERCHANTABILITY AND
FITNESS FOR A PARTICULAR PURPOSE,
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Industrial 6.02A

& ZINC CLAD® Il ETHYL SILICATE

M ]
S L=l Narine INORGANIC ZINC-RICH COATING
HERWIN . ParT E B69V3 BINDER
VVILLIAMS. coatlngs P::: F B&SD11 Zinc Dust

APPLICATION BULLETIN Revised 08108

%y SURFACE PREPARATION -+

RN A 2 APPLICATION. CONDITIONS

2inc rich coatings require direct contact between the zinc | Temperaturs;

pigment in the coating and the metal substrate for oplimum alr ahd surface: 0°F minimum, 120°F maximum
performance. Surface must ba dry, free from oil, dit, dust, milt material: 40°F minimum

scale, or other confaminants lo ensure adequate adhasion, Af least 5°F above dew point
Iron & $tasl (atmospheric service) Retative humidity: 40% - 90% maxinum

Remove all oil and grease from surfaca by Soivent Cleaning per Water misting imay ke required at
S$SPC-5P1. Minimum sutface preparation is Commercial Blast humidities below 50%

Cleaning per SSPC-SPB/NACE 3. For betier performance, Use

Near White Metal Blast Cleaning per SSPC-SP1ONACE 2, Blast [ . .~ < APPLIGATION EQUIPMENT :

clean all surfaces using a sharp, angular abrasive for oplimum — ) - —
surface profile (2 mils). Prime any bare steel the sama day as | 11@ following is aguide. Changes in pressures and fip sizes may

it Is cleaned or before flash rusting ocours, be heeded far proper spray characteristics, Always purge spray
equipment before use with listed reducer. Any reduction must
Iron & Steel {Immerslon gervice) be sompliant wiih existing VOC regulations and compatible with

Remove all oil and grease from surfaca by Solvent Cleaning the existing environmental and application conditions.
per SSPC-SP1. Minimum surface preparation Is Near White
Metal Blast Glaaning per SSPC-SP10/NAGE 2. Blast clean all | Reducer/Clean Up

surfaces using a sharp, angular abrasive for optimum surface |  Below 80°F - LAY
profile (2 m"s%_ Remove all weld spaiter and I:Dund all sharp Above BO°F .. Reducer #58, R7K58
edges by grinding. Prime any bare steel the same day asitis :
cleaned or before flash rusting ocaurs. Alrlgss Spray _ o
{use Teflon packings and continuous agitation)
Note: If blast cleaning with stee! media is used, an appropri- | FreSBUR. e, 1600 - 2000 psi
ate amount of stesl arit blast media may be incorporated into | HO8®uwmnrmscen BEID
the werk mix ta render a dense, angular 1.5 - 2.0 mil surface L L .
profile, This method may result in improved adhesion and | REAUCHON. e As needed up to 10% by volume
performance.

Conventional 8pray
(continuous agitation required)

L1174 PP Binks 95

Fiuid Nozzle .....cr.cccns .66

Air NOzZZIE..c...o s GIPB

Afomization Prassure..... 30 - 40 psi

Fluid Pressura................ 10 - 20 psi '
RedUCHiON. v cvree ... AS NBEGE U to 10% by volume

Keep prassure pot at level of applicatar to avoid blocking of fluid
fine due to weight of material. Blow back coating in fluid line at
intermittent shutdowns, but conlinue agitation at pressure pot.

Brush ...oocoovooeverecveecenrnen.. FOF toUgh-up only

If specitio application equipment is not listed above, equivalent
agquipment may be substituted.

Zinc Rich 6.02A continued on hack
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6.02A

& ZINC CLAD® Il ETHYL SILICATE

APPLICATION, PROCEDURES

APPLICATION BULLETIN

7 PERFORMANCE Tips-

Surface preparation mugt be completed as indlcated.
Zinc Clad Il cames In 2 premeasured containers which when mixad
provides & gallons of read-to-spply matarial.

Mixing Instrugtions:  Thoroughly agitate Bindar Part E, Using con-
{invous air driven agitation, slowly mix all of Zinc Dust Part F inta all of
Binder Pact E unfll mixture is complataly uniform, After mixing, pour
imixture through 30-60 mesh scraen, Mixed material must be used within
& hours. Do not mix previously mixed material with new.

i reducer sulvent is usad, add only afier balh components heve bean
{horoughly mixad, . ) . )
Contindious agitalion of mixture during appfication is ragulred, otherwise
zInc dust will quickly settie eut.

Apply paint at the récommanded film thickness and spreading rale as
indicaied below:

Recommended Sproading Rate par coat:
Wet mils: 3.8.0.6
Dry mils; 2040 )
Coveragat ) 248 - 496 =g fUgal a proximate
Nota: Briksh application is for small areas only.

Drying $chedule @ 3.0 mllg gggt@ 60% RH

77°F 100°F
Rain resistart ours -30 minutes minutes
To fouch: 30 minutas 15 minutes 5 minules
To handle: 3 hours 1-2 hours 20 minutes
To recoat: 48 hours 18 hours 18 hours
To cure; 7 days 7 days 7 days
Immersion gervice: 14 days 14 days 14 days
Drying timals temperature, humidity, and film thickness depandant.
Pot Lifa: 18 hours 3 hours & hours
Note: High humidity will shorten the pot ife.
sweat-in-Tima: ~ None required

Applicatlon of coafing abovi maxiinum or below minimum recommended
spreading rate mey adveraely affact coating parformance,

| use ar hafare perlods o

Topcoating: Note minimum cure timas at normal condiions hefore
topgoating. Lon erdrymF periods are requlved if primer cannol be water
et sprayed whan hiumidity is low, Water milsting may be required at
humidifies below 50%. ) )
Occagionally iopsoals will pinhole or detaminate from zinc-rich coatings,
This Is ususiy due o poor amblent conditions or faulty apphcation of
topcoats. Thig can he minimized by: o

. Fmvlg'i_g u?élequate ventifation arid suitable application and substrata

am .

. ’?"‘-’?‘H" Sy POk & st cost of the topegal, reduced up &
- If pinhalin ops, apply A mis! co oal, reduced up 1o
B Do Tty O v Folow MR & full coat, - "

' Appiyln? & wet full coat, but at minimum fiim bulld, prior 1o applying

a complete full cost.

Stripa coat all crevices, welds, and sham angles to prevent early failuro
in these areas.

When using spray application, use a 50% ovarlap with each pass of
the gunto agvo% hlzl:lirﬁgl& bare areas, and nplnhﬂlﬂ£ if neoessarg. Cross
spray at a right angle.

Spreading rates are calpulsted on volume sollds aﬂd do not include an
application loss factor due to surface profila. roughiness of porogity of
{he surfae, skill and technigue of the mpplicator, method of applica-
fion, yanous surface fragularities, material 108t dLFng mixing, 5 illage,
averhinning, ¢limstic conditions, and excessive fiim bulld.

Excossive reduction of material can affect film build, appearance, and
petformanca.

Do not mix previously catalyzed material with naw.
Do not apply the mataral bayond recommended pot life.

In arder to avoid blocka?e of spray equipment, clean equipment bafora
extenosd dowihtime with Xylene, R2K4.

Keep pressura pot at lsval of a%plicator 1o aveld blocking of fiuid line
due to'weight of matarial. Blow back coating In fluld line atintermiltent
shutdowns, but continug agitatlon at pressure pot. S

Application above recommendad fllr thickneys mey result in mud
cragKing. A

Not recommended for severe acid or plkali exposures.

Oll base, alkyd, ¢poxy ester, and silicone slkyd topcoats are not rec-
ammended. yd, epary kyd top

Pelyurethane topcoats require a te coat of catalyzed epoxy.

Topcoats may be applied once 50 MEK doubla rubs are achieved. No

g%i;pg gr onlydglight g'gces should be visible. Coln hardnesg test can
e used.

Reafar to Product Information sheet for additional performance charac-
tetistics and propartles.

r Atk

B2t

v

SARETY PRECAUTIONS :

Clean spills and spatters Immadiataly with Xylene, R2K4. Clean fools
Immediately after uae with Xylene, R2Kd. Faflow manufacturei's safely
recommendations when Lging any solvent.

Refer tg the MSDS sheet before use.

Published technical data and instructions are subject io change without
notlce.  Contact your Sherwin-Willizms representative for additional

T DISCLAIMER®

tachintcal data and instrucliens.
: ARRANTY,.

RO R

{The intermation and racommendalions aet forth in ihis Produet Data Sheat are
baead upon tosts conductad by or on behaif of The Sharwin-Willlams Company.
Sueh Infarration snd recommendatlons aet farth herein are aubact to changs
and pertain to the product offerad st ihe time of publication. Congult your Shenwin-
willlsme reprasentative io obtain the most recent Product Data Information and
Application Bulletin,

The Shenin-Wiliams Gompany wazrants our preducs to ba frae of manufacturing de-
feets In accord with applicable Shewin-Willlama guality control procedures, Liability
far praducls proven tletective, 'f any, is imtted t replacement of the dalactive product
ot the refund of tha purchuse price pald for tha dafective produst 48 tetermined by
Sharvin-Williamg, NO OTHER WARRANTY OR GUARANTEE OF ANY KIND 18
MADE BY SHERWIN-WILLIAMS, EXPRESSED OR IMPLIED, STATUTORY, BY
OPERATION OF LAW OR OTHERWISE, INCLUDING MERGHANTASILITY AND
FITNESS FOR APARTICULAR PURFOSE.
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& | COROTHANE® | HS

£
Marine ALIPHATIC FINISH COAT
%fgggﬂgh Coatings ‘ _ _ | | B65-50 Series

e | PRODUCT INFORMATION T o i

- PropucT DESCRIPTION  ~ | wii | ua - RECOMMENDED USES " iz -0 7o

COROTHANE | HS is a single componant, YOG cerpllant, 1 + Color coat where maximurm color and gluss retention are
molsture curing urethane designed for low temparature or high required
humidity applications white providing UV resistance and chemi-

cal resistance equivalant to two part urethana coatings. » Suitable for uss ih the following industries:

+ Low tempesature application - down to 20°F - Marine + Patro-Chemical

« Superlor reslstance to yellowing, chalking, or degradation Industrial + Pulp and Paper
by sunlight Bridge and Highway * Rall

Superior adhesion to most prepared surfaces
Supetlor abrasion resistance

Quistanding chamical resistance

VOC compliant

One component

Water and Waste Water
Suitable for use in USDA inspected facilities.
Conforms to AWWA D102-03 OGS #2

" PrODUCT CHARACTERISTICS - N " PERFORMANCE: CHARAGTERISTICS "~
Finlsh: Gloss System Tested: (unless otherwise indicated)
Subsirata: Stesl
Color: Wide range of colors available Surface Preparation: SSPC-SP6
ge ' Tet . Corothans | MIG-Aluminum @ 3.0 mils dit
. T 1t Corothane | HS @ 3.0 mils dit
Voluinie Solids:. 61% & 1%, may vary by color Abrasian Resistance:
. . Method:  ASTM D4OED, C817 wheal, 1000 cycles, 1 kg load
Walght 50“':[5. TO.{D 2% Rssu“: BD my IDSS
Adheésion:

VOC (EPA Method 24); Unreduced:  <340¢/L:2.8Ib/gal | Mathod:  ASTM D4541
Result: 1288 psi

Recommended Spreading Rate per coal: Gorrosgion Weathering:
Wet mils: 3.6-50 Methad:  ASTM D5894, 12 cycles, 4032 hours
Dry mils: 2.0-3.0 Result:  Rating 10 per ASTM DG10 for rusiing
Coverage: 326 - 489 aq ft/gal approximate Rating 10 per ASTM D714 for blistering
Diract Impact, t&pgg;l; gnly'
o6 RH: Mathod:  AST
Drying Schedule @@ :09 mils We’l:@@; ??Fﬁn R 0100 Result: 700 b ‘
To touch; 4 hours 2 hours 46 minutes | Floxibiiity, topcoat only:

Method: ASTM D522, 180° bend, 1/8" mandrel

To recoat; 4
minimum: 24 hours 12 hours 6 hours Eﬁgﬁgny Passes
maximum: 14 days 14 days 14 days Method: . ASTM-D4585, 1000 hours

To oure: 7 days 3 days 3 days Result:  Rating 10 per ASTM D810 for rusting

Rafing 10 per ASTM D714 for blistering
[fmaximumrecoattime is exceadad, abrade surfaos heforerecoating. | Pencil Hardness:

Dryingtime Is tamperature, huridity, and filmthickness dependent. } Method: ~ ASTM D3363
; Result: HB
Shelf Life: 12 manths, unopensd Sait Fog Resistance:
Store indoors at 40°F fo 100°F, Method:  ASTM B117, 1000 hours
(Tinted colors must be used within 7 [ Result;  Rating 10 per ASTM D@10 for rusting

days aflet Inting) Rating 10 per ASTM D714 for blistering
Thermal Cycling :
Flush Point: 101°F, Seta Flash Method:  ASTM D2248, 15 cycles .
Result:  Passes, no cracking, checldng, or blistering; no
Reduoey‘lClean Up: Reducer #15, R7K15, R7K100, or loss of adhesion; 100% gloss retention

R7K111 (VOC exempt)
Maets requirements of SSPC Paint 38, Level I,

Polyurethane 512 @ B /A Zw i /k’“* AR, conlinued on back
2w |3 - 2’? SE '
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& COROTHANE® I HS
Marine ALIPHATIC FINISH COAT
i?gfﬁ%% Coatings B65.50 SERIEs
PRODUCT INFORMATION
s RECOMMENDED SYSTEMS " ETRRT N R o R SURFACE PRERARATION"if T

Corothana | MIO-Aluminum @ 2.0 » 3.0 mils dft
Corothane | [rohox B @ 3.0 - 5,0 mils dit
Caorothana t HS @ 2.0 - 3.0 mils dft

Caorothane | MIO-Aluminum @ 2.0 - 3.0 mils dft

1-2 cts. Corothans | HS @ 2.0 - 3.0 mils dit/ct
Steel:
et Corothane | GalvaPac Zinc Primer

@ 3.0 - 4.0 mils dft
1¢t, Gorothane ! lronox B @ 3.0 - 5.0 mils dit
et Corothane | HS @ 2.0~ 3.0 mils dft
Steel:
1ct Cotothane | PrePritme @ 1.0 - 1.5 mils dit
1ct Corothane | MIC-Aluminum @ 2.0 - 3.6 mils dft
1ct. Corathang | Ironox B @ 3.0 « 5.0 mils dft
1dt. Corothane | HS @ 2.0 - 3.0 mils dit
Steel (Epoxy Primer):
1¢t Dura-Plate MT @ 6.0 - 8.0 mils oft

12 cts Corothane | HS Coat @ 2.0 « 3.0 dft/et

Concrete, smooth:
1t Corothane | PrePrime @ 1.0 - 1.5 mils dft
1t Corothane | HS @ 2.0 - 3.0 mifs gft

Concrete, rough:
On deeply profiled of damaged concrete floor:

1 ¢t Kem Cati-Goat HS Epoxy Filler/Sealer
@ 10.0 - 20,0 mils ditfet, as required 1o fill voids
and provide a continuous substrate.

1ol Corothane | HS @ 2.0 - 3.0 mils dft

Previously Painted Surfaces:
Spot prime bare siesl with 1 coat of Corothane | GalvaPac
Zine Primer

1ct. Cotothane | HS @ 2.0 - 3.0 mils dit

or

1¢t, Corothane | lronox B @ 3.0 - 5.0 mils dit
1at, Corothane | HS @ 2.0 « 3.0 mlls dft

(Check compatibility)

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

surface must be clean, dry, and I sound condltion. Remove
all ofl, dust, grease, di, loose rust, and other foreign material
to ensure adequate adhesion,

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

Minimum recommended surface preparation:
* |ron & Steel: SSPC-SPE/NACE 3
* Concrete & Masonry, SSPC-SP13/NACE 6, or ICRI
03732, CSP 1-3

Praviously Painted  SSPC-SP2 or SP3

* Pyimar raquired

"-,u veow, A At I

st S TINTING 0 T R

Tint BASWS1 and BE5TS4 only with 844 colorants, 100% fint
strength. Must be used within 7 days after tinting.

.. .. Appucamon ConpitioNs -
Temperature:
air and surface! 20°F minimurn, 100°F maximum
materiak 45°F minimum

Do not apply over surface ice

Relative humidity: Can be applied at relative humidi-

ties up to 89%.

Refer to product Application Bulletin for detalled application
information.

v ORDERING INFORMATION 375 &0 57

Packaging: 1 and & gallon containers

Waeight per galton. 11.79 ¢ 0.2 ib, may vary by color.,

" SAFETY PRECAUTIONG™ 5f . o oo,

Refer to the MSDS sheet before use,

Published technical data and instructions are gubject to
change without notice. Contact your Sherwin-Willams repre-
sentative for additional techhical data and instructions,

E

vy

: DISCLAIMER ;

" YW ARRANTY 2 s

The information and ragommendstions set forih in this Product Data Sheel are
based upon tests conduciad by oron hehalf of The Sherwin-Willams Company.
Such Irformation and recommendatlona set forth herein ara Bubject to change
and pertein to the product ofierad 2t tha time of publivalion, Consult your
Shervin-Willlamsz raprosentative to obtain the most recent Froduct Data [nfor-
mation and Applisation Sulletin.

"Ihe Shenvin-Williams Gompany warranta our products to be free of manufaciur-
ing defects In accord with applicabla Sherwin-Williama quality control procedurae,
Lisblity for products proven defestlve, f any, is limiled to replacamant of the
defective produet or the refund of the purchase prica pald for the defeciive
product ag detarmined by Sherwin-willama, NO OTHER WARRANTY OR GUAR-
ANTEE OF ANY KIND IS MADE BY SHERWIN-WILLIAMS, EXPRESSED aR
IMPLIED, STATUTORY, BY OFERATION OF LAW OR OTHERWISE, INCLUD-
ING MERCHANTABILITY AND FITNESS FOR A PARTICULAR PURPQEE,
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s ' SURFACE PREPARATION - i Ui

N BULLETIN

P

;4 APPLICATION CONDITIONS i3 7 i v

Surface must be clean, dry, and in sound condition. Remove
all qil, dust, greass, dirt, loose rust, and other forsign material
{0 ensure adequate adhesion.

Iron & Steel

Remave all oil and grease from swface by Soivent Cleaning
per SSPC-SP1, Minimum surface preparation is Commerclal
Blast Cleaning per S8PC-SPG/NACE 3. For better
performance, use Near White Metal Blast Cleaning per S5PC-
SP10/ NACE 2. Blast clean all surfaces using a shaip, angutar
abrasive for optimurm surface profile (2 mils). Frime any bare
steel he same day as it is cleaned.

Poured Concrele

New

For surface preparation, refer o S8PC-SP13MNACGE 6, or ICRI
03732, CSP 1-3. Surface must be clean, dry, sound, and offer
sufficient profila to achiave adeguate adhesion. Minimum
substrate oure is 28 days at 75°F. Remove all form release
agents, curing compounds, salts, efflorescence, laitance, and
other foreign matter by sandblasting, shotblasting, mechartis
cal soarification, or sultable chemical meens. Refer to ASTM
D4280, Rinse thoroughly to achieve a final pH between 8.0
and 10.0. Allow to dry thoroughly priar io ceating.

oid

Surface preparation is done in much the same manner as NEW
concrete; howsaver, if the concrete is contaminated with ollg,
graase, chermicals, etc,, they must ba remaved by cleahing
with a strong detergent, Referto ASTM D4258. Fom release
agents, hardeners, eto. mUst be rernoved by sandblasting, shot-
blasting, mechanical scarification, or sultable chemical means.
If surface deterloration presents an unacceptably rough sur-
face, Kem Gati-Coat HE Epoxy Filler/Sealer is recommended
to patch and resurface damaged concrets,

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

ASTM D4258 Standsrd Practice for Cleaning Concrete.
ASTM 04258 Standard Practice for Abrading Concrete.
ASTM D4260 Standard Practice for Etching Conerete,

ASTM E£1868 Standard Test Method for Measuring Meisture
Vapar Emission Rate of Concrete.

$SPC-SP 13/Nace § Swiface Preparation of Concrefe

ICRI 03732 Concrete Suiface Preparation

Previously Palntad Surfaces

¥ n sound candition, clean the surface of alf foreign material.
Smooth, hard or glossy coatings and surfaces should be dulled
by abrading the suiface, Apply a test areq, allowing paint to
dry one week before testing adheslon, If adheston s poor, or if
this proguct attacks the previous finish, removal of the previous
.coating may be necessary, If paint Is peeiing or badly
weathered, cleah surface to sound substrate and treat as 2
new surface as above. )

Temperature;
air and surface: 20°F minimum, 100°F maximum
material: 45°F minimum

Do not apply over surface lee

Relative huimidity: Can be applied at relative humigi-

ties up to 99%.

.- AppLicaTioN EQUIPMENT -

The following is a guide, Changes in prassures and tip sizes
may be needed for proper spray charactaristios, Always purge
spray equipment before use with listed reducer. Any reduction
must be compatible with the existing environmental and appli-
cation conditions.

Reducer/Clean Up

BrusSHROH 1 osueseeener rersvsens Reducer #15, R7K15
SPBY cuereisrmranisecereneene. A0 100 Reducer, R2Kb
VOC exempt wonieronen RIKIH
Airless Spray
PUMP crrerereee e scervnnssninns 30:1
Pressus ... v 1800 = 2000 psi
[ [eT J— w AN ID
1 [ S 0197 . 018"
1] =Y werenn. B0 mmSH
Reduction e ... A8 Neaded up to 6% by voluine

Conventional Spray

[177]] 2PN € | - v Binks
GUN vurereeeeeeereeesrsrsrersreres 300 05

Fluld Nozzle ...c....comneres Q70 B6/6D
Alr NOZZI8 1evvveeiirmarinesns 847 86PR
Atomlzation Pressure ... §0-70 psi 80-70 pei
Fluld Pressure ... 18-20 psi 15-20 psi

Reduction e As needed up to 5% by volurne
Brush

Brush v e Natural bristle

Reduction ..., ., As nesded up fo 5% by volume
Roller

COVBL 1rrrenanceeessenannn 174" TiENURAE OF SYNthetic with

phenolic core
REAUCHON 1uvvey ererrereeenens AG NBded Up t0 5% by vOlUME
If specific application equipment is not listed above, aoulva-
lent aquipment mey be substituted,

Polyureihane  5.12A

cantinued on back
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% APPLICATION PROCEDURES . ..~ S| e T i PERFORMANGE TIPS

Surdace preparation must be complated as indicated.

Sfir paint thoreughly prior to use with a power agitator, Filtar slowly
through a 55 mesh scrasn,

Apply paint &t the recommended film thickness and spreading rate as
indicated balow: .

Recommanded $Spreading Raté per coat:

Wet mils; 3560
Dry mils: 2.0-30
Coverage: 326 - 489 =q ftigal approximate
Drying Schedule @ 4.0 mlis wet @ 50% RH:
@ 40°F @7T°F @ 100°F

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

minlmurn: 24 hours 12 hours § hours

maximurm: 14 days 14 days 14 daya
To curs: T days 3 days 3 days

If maximum recoat time is sxceeded, abrads surfate bafora recoating.
Drying fime is temperature, humidity, and film thickness dependent.

Appiication of coating abova maximum or balow minimum secommend ed
spreading rate may adversely affect coating performance.

Stripe cost all crevices, welds, and sharp angles to pravent early
failure in these areas.

When using spray appication, use = 50% averlap with each pass of
the gun to avoid holidsys, bare areas, and pinholes. If necessary,
wross spray at a right angle.

Spraading rates gre caloulated on volume solids and do not Inclede sn
a?plicaiion luss factor due to surfaca proflle, roughness ar porosity
of the surface, sKill and lechnique of the applicator, method of applica-
fion, various surface iregularifies, matarlal lost durinpll mlxlng. spill-
age, overihinning, climatlc conditions, and excessive film build.

Excessive raduation of material can affect fim build, appearanca, and
adhaslon.

I ovder to avold blookagae of spray equipment, clean equipment ba-
E‘ﬁ( ‘;JSSE or before periods of exteided downtime with Racucer #16,

Pour & small amount of Reducer #15, RYK15 over the top of the paint
in the can to prevent skinning or gelling.

Place a temporary sover over the pail to keep sxcessive moisture,
condensation, fog, or rain from conteminating the coafing.

Do not excaad recommended dey film thickness,

When spplying Corothane | - HS aver dark colors, Corothane | Zing
Primers, or porous suifaces, an intermediata coat or a minimem of 2
finish coate I8 required for adequate hide and uniformity of appear-
ance,

Tinted colars sust be used within 7 days after thting.

E-Z Rofl Urethans Defoamer is acceptable for use. See data page
5.96 for details,

Congthane KA Accalerator s acceptable for use. See dals page 580
for details.

It i recommend that partially vsad cans not be seated/closed for vees
at a later d=te.

Refar to Product Infosmation sheet for additional peﬁorménce char-
acteristics and properties,

ety CLEAN UP INSTRUCTIONS . v e n 0

=01 - SAPETY PRECAUTIONS;:

Clean spills and spattars [mmedistely with Raducer #15, R7K15, Clean
toole immadlately after use with Reducer #18, R7KT5.  Follow
manufacturer's ssfaty recoramendations whan using any solvent,

Refar to the MSDS sheet before use,

Published fechnical data and Instructions are stdjsct to change with-
out notice. Cohtact your Sharwin-Wiliams representaitve for addi-
tional tachnical data and insirictons. i

g
Zi

DISCLAIMER 2558

The Informafion and recommendations st forih in this Product Data Eheot are
azed upos tests conducted by or on behalf of The Sharwin-Williams Company.
Sueh Information and recammendations set forth herein are subject te chango
and partain {o the product offered at the time of publivation, Copsult your
Sheewin-VWhilama capresantative to obtain tho most recent Product Data Infor-
mation and Application Bullatin.

“The Shenwin-Williams Company warrants our products to be fres of manufactir-
ing defecls in accord with epplicable Shenvin-whllame quality controt pracedures.
Liabillty for products proven defactive, If any, is fimited to replacement of Ihe
defsctive preduct of the refund of the purchass grice paid for he defective
produet as datarmined by Sherwin-Witlame. NO CTHER WARRANTY OR GUAR-
ANTEE QF ANY ICIND 18 MADE BY SHERWIN-WILLIAMS, EXPRESSED OR
IMPLIED, STATUTORY, BY OPERATION CF LAW OR OTHERWISE, INCLUD-
ING MERGHANTABILITY AND FITNESS FOR A PARTICULAR PURPOSE.
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