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1.0 Purpose: The purpose of this engineering standard is to define the approved methods for
finishing components that will ensure protection of parts.

2.0 Scope: This engineering standard outlines all approved methods for finishing components
and assigns classifications to define which specific types of finishing processes can be used.
Test Devices documentation, including drawings, will reference this specification and specify
the class to be used.

3.0 Definitions: None required

4.0 Responsibility: It is the responsibility of Test Devices’ engineering manager to ensure this
standard is maintained and updated continuously.

5.0 Engineering Standard: The class below defines the acceptable protective coating
methods approved by Test Devices’ Engineering department. Any alternate methods must
be requested and approved by Test Devices’ Engineering department before the alternate
coating methods are applied.

APPROVALS
Engineering | Hiro Endo, Engineering Manager Date
Quality David Woodford, VP, Quality & Business Operations Date
Revision Log
Approved By Approved By Rev.
Revision Summary of Changes Process VP Quality / Release
Owner(s) Mgt Rep Date
Initial S|gna_ture on S|gna_ture 1/23/12
Issue file on file
Updated 6.1 new part numbers of primer and paint.
ROO1 Updated 7.1 with new specification for color. NK WEH 9/18/14
Replaced Sherwin Williams product information and 4/915 4/10/15
application bulletin. All changes highlighted in yellow.
Revised Section 6.1: primer was Sherwin Willianms
R0O02 Kem bond HS P/N B50AZ8, paint was Sherwin HE WEH 10/18/17
Williams B73T114 Part A abd B73V100 Part B. 10.18.17 10/24/17
Revised Section 7.2 & 7.3: replaced data sheets.
Revised Section 6.1: primer was Sherwin Williams
PRO Industrial Pro-Cryl Primer, paint was Sherwin HE WEH
R003 Williams PRO Industrial Water Based Catalyzed bigtatifuched by 2/14/18
Epoxy — Gloss. Revised Section 7.0 with current 2/15/18 Wk )
data 08:51:52 -05'00"
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6.0 Coatings:

6.1 Paint Coatings: Prime & Painting of components. Paint must be applied by
spraying to properly prepared surfaces free of oil, dust, and dirt.

6.1.1 The primer to be used is Sherwin Williams Zinc Clad Il HS organic zinc rich

epoxy three part primer.

6.1.2 The paint to be used is Sherwin Williams Macropoxy 646 fast cure two part

epoxy. Finish: semi-gloss.

6.1.3 Unless otherwise specified, the standard Test Devices color is TDI Blue.

See Section 7.0 for custom color match details.

No substitutions allowed without prior written approval by Test Devices
Engineering Department.

See Section 7.0 for additional information.

6.2 Electroless Nickel Plating:

6.2.1 Electroless nickel plating should be applied per ASTM-B733-04.

6.2.2 The heat treatment of the plated part is defined by one of the following

6.2.3

6.2.3

classes:
Class 1 (As deposited, no heat treatment).

Class 2 (Heat treatment at 260 - 400°C to produce minimum hardness of
850 HK100).

Class 3 (Heat treatment at 180 - 200°C for 2-4 hours to improve adhesion
and provide hydrogen embrittlement relief).

The thickness of the plating is specified by one of the following classes:

SC1 (Light Service) .0002 inches minimum
SC2 (Mild Service) .0005 inches minimum
SC3 (Moderate Service) .001 inches minimum
SC4 Severe Service) .003 inches minimum

In situations where electroless nickel plating is called out and no other
specification is mentioned, plating should be applied per ASTM-B733-04
Class 1 SC2.

COPIES PRINTED FROM THE NETWORK SYSTEM ARE CONSIDERED UNCONTROLLED
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6.3 Zinc Coating

6.3.1 Zinc coating should be applied per ASTM-B633-98
6.3.2 The thickness of the coating should be specified by one of the following

classes:

SC 1 (mild environmental conditions) .0002 inches thick

SC 2 (moderate environmental conditions) .0003 inches thick
SC 3 (severe environmental conditions) .0005 inches thick
SC 4 (very severe environments) .001 inches thick

6.4.3 On parts where specification and class are not specified parts are to be

plated to ASTM-B633-98 Class SC2.

6.4 Black Oxide

6.4.1 Black oxide coating should be applied in accordance to MIL-DTL-13924

CLASS 1

7.0 Referenced Documents:

7.1 Custom Manual Color Match for Paint

(Information from tinted paint can label)

Int/Ext Ind Maint
Macropoxy 646 Fast Cure Epoxy
Semi-Gloss IFC 7012NP

Test Devices TDI Blue

844 Colorant Oz | 32 | 64 | 128
TW-White 2 | 32| - -
PB-Phth Blue 8 | 32 - -
LB-Lamp Black - 8 - -
One Gallon Ultradeep
B58T00604 640310298

COPIES PRINTED FROM THE NETWORK SYSTEM ARE CONSIDERED UNCONTROLLED
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7.2 Primer Data Sheet

Protective
&
Marine

ZINC CLAD® IIl HS

ORGANIC ZINC-RICH EPOXY PRIMER

Siore mooors
'IDTF (38°C)
"BEALW100 (Pari A) has a 12 month shelf IFe

Part F: 24 munﬂ‘% unopened

F(45°C) o

ParT A BE9A100 Gray-GREEN, Base
s,_m . ParT A BEILW100 OAP BLug, Base
Cﬂal]ngs PerT B B6IVA00 HARDENER
W LIARMS. PaRT F BEOD11 Zinc: DusT
Revised: August 04, 2018 ProbucT INFORMATION .07
Proouer Descripmion Proouct CHARACTERISTICS (CONTD)
FINC CLAD T HS is a three-component, mide & , Zinc-rich - -
Soating. It has a low VOC lewel and e by weight of | | Flash Point: B7°F (16°C), Closed Cup, mixed
Znc dust pigment in its film. ReducerClean Up:
= Meeis Class B requirements for Slip Coefficient and Creep Rlie- Below 80°F (27°CK Reducer #38 or MEK. REK1D
sstance , Above B0°F (27°Ck Reducer #56 or RTK104
- owides cathodic n _I:‘-'I.II:II'I - ~
. E;tna ed ﬁln_}_lﬁgggeserf-heajmg properties Recommenpen Llses
QOutstanding application properties Fnl_[ ul?scg:er pé?]periy prepared blasted steel.
-l Lol ]
Proouct CHARACTERISTICS . we and Hi h\'ra Structures
= Eot . gl I|um5 an Complexes
Color: Gra . DAP Blue . F'ipm? Ras
Volume Solids: TO% + 2%, ASTM D987 . Egj;;’lgd Ships
Weight Solids: B0% + 2%, mixed .
= Wind Towers - onshore and offshore
VO ([EPA Method 24):  Unreduced: <240 = Shop or Field Applications.
I )V ReGued b L 2 00 bigar. | - Rhop or Field Applications  cion service
Finc Dust Pi nt with FIRETEX, hydrocarbon mu‘us
Content in Fil A
m AER:I B WEMn PerFormance CHARACTERISTICS
Mix Ratio: 4 SR et PR T pasyred Substrate®: Stesl
Recommended Spreading Rate per coat: Surface Preparation®: 35PC-SP10MNACE 2
Minimum Maximum System Tested®:
‘Wet mils (microns) 4.3 (113) 70 (175) 1 ct. Zinc: Clad 1l HS @& 5.0 mils (125 micrens) dit
Diry mils {microns) 3.0 (75) 5.0 (125) 1 ct. Macropoey 848 @ 5.0-10.0 mils (125-250 microns) dit
~Coverage sq fiigal (m3L) 224 (5.5) 370 (9.1) || .).ctAcrlon 218 HS @ 5.0 mils (123 micons) dft
Thearetical covera al
@ o T 1120 (275) Test Name Test Method Results
NOTE: Brush or rofl appiication & muitiple coats to Adhagion ASTM D4541 1576 psl
SCieve maximom W ﬂrﬂm’lgt EEEE u;.;u P'Ef ASTM
i = || [Westnarng Cyties, 8072 hours eI
@35FATC  @TTFES'C  @120°FI45°C D?H- h isierng
S0s AH Hoal Resletanc . .
To touch: 45 minutes 30 minutes 10 minutes F ® | AsTMD2ses ADO°F (204°C)
To handle: 2 hours 1 howr 30 minutes O per ASTM
To recoat*: gg'““’“ ASTM 04585, 100°F I:H‘nr e
minimum: 4 hours 30 minutes 30 minutes | | |Resiatance (38°C), 4000 hours D?14 o Hrem;M
**maximum: none none none
To cure: 10 days 7 days 7 days P?""Euﬁ.}mnm ASTM 3362 2H
Dirying fime Is femparature, humidity, and Mm thickness dependent. o permm
FROTE: Fllm must be frae of solvent, hard and fm. When rubbed " ASTMB117, 15,000 I:H‘nr
lmmemamln-:rmremenrnsmuupumwmmnmnrntup. Salt Fog Reststance | o) o r.ﬁ%‘m
“Maximum Recoat: Uniimited.  Must have a clean, dry su D?H- ?E
hr% “Locse" chalk or salls Uzt be eimoved in SoCORENCE o1 q e mrm—
Pant lempemture must be at least 40°F (4.5°C) minimum. ';',,Ecﬁu.ﬂr"‘w for Structural Jomte - | ciass 8, 0.52
Pot Life: 8 hours 4 hours 2 hours A400 Boks
Sweat-n-Time: 1 hour 30 minutes 15 minutes AISC caflan
for Structural Joints
Shelf Life: Part & 18 months, uncpened | | [SUP Cosficlent USngASTM A3as or | E85e5 Class B, 0.58
Part B: 12 months, unopened A400 Boks

Meets S5PC Paint Spec 20 - 1ct. Zinc @ 5 mils {125 microns) dft
Comples with 150 12344-5 CH and CM requirements.

A s R 0 3 0 T ey

*Refer to Shp Certification document

COPIES PRINTED FROM THE NETWORK SYSTEM ARE CONSIDERED UNCONTROLLED
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Protective

ZINC CLAD® Il HS

ORGANIC ZINC-RICH EPOXY PRIMER

Marine PaRT A BGIA100 GRay-GREEN, Base

Coatin s gEue  owRusDa

gs PearT F BEOD11 Zinc DusT

et August 04, 2018 PRODUCT INFORMATION .
RecommenDED SysTEms Surrace PreParamon

Film Thickness I ct.
IMicrons)
1 ‘gucﬁlad ] HE 3050 (75125
1-2 cts. Acrolon 218 HS 3.0-8.0 (75-150
Steel, catalyzed
1ct Ziné Clad IImI?S 3050 (75 125
1-2 cts. Macropoxy 848 5.0-10.0 1125-2
Steel, catalyzed
1ct Zne Clad IImI?S 3.0-50 (75125
1-2 cts. Toe-Clad HS 2.54.0 83-100
siloxane topooat:

1ct o catah- ep% peo 3050 (75-125
1 E als. F'ulﬁllum ¥LE-B0 30-7.0 (75175
1-2 cts. Polysilocane ¥LE-80 HAPS Free 3.0-7.0 (75-175)
Steel, lic topeoat:
1ct %Glml HS 3050 (75-125

cts.  Pro Indusirial DTM Acrylic 2540 (63-100

Caoating
or
1ct Fast Clad HB Acnylc 5.0-8.0 (125-200)
Steel, water based at:
1ct - Zne Clad IIEﬁu“ topeo 3050 (75-125
2cts.  Waterbased Tile-Clad Epony 2.0-4.0 (50-100
Steel, water-based urethane topcoat:

1ct Znc Clad Il HS 3050 (75-125
1ct Waterbased Tile-Clad Epoy 2.0-4.0 (50-100
1-2 cts. Hydrogloss 2.0-4.0 (50-100
Steel, Class B Compliant System:
1ct Znc Clad IITHS 3050 (75 12%]-_I
1ot Steel Spec Epocy Primer (red)  4.048.0 (100-150)
150 12944 C3M System:
1ct Zne Clad T HS 3.0-5.0 T"5-125];_|
1ct Fast Clad Urethane 6.0-8.0 -225)
or
1ct Zinc Clad I HS 3.0-5.0 ]?
1ct Tower Guard Epoxy A0-11.5 125 EE 5)
1ct Acrolon 218 H 3.0-8.0
FIRETEX ONLY

Steel Subsirate being primed for FIRETEX MB0 and Moz
ict.  ZincClad 0 HS 3080 (75-150)

The systems listed abowe are representative of the product’s use,

Surface mustbe clean, dry, and in scund conditon. Remove all oil,
dust, grease, dirt, loose rust, and other foreign material to ensure
adequate adhesion.

Refer to product AppScation Bulletin for defailed surface prepara-
tion information.

Minimum recommended 5urf Freﬁaaﬂun:
Iron & Stest: -SPEMACE 3, 2 mil

other systems may be appropriate.
DiscLamer
The: int and rec s=t forth In this Product Data Shest are

based upon bests conaduched by or on behall of The Sherain-Willams Company.
Euch information and recommendabions s2f fords henein are subject o change and
periain io the prodwct offered 2t the @me of publicaBion. Consul your Shenain-
Willames representaiive to obiain the most recent Product Dats bndormafion and
Application Bulietin.

n'lcn:ln profile
E‘ndﬁrg:? PG =
Zinc Rich Primy Clean, dry, sound
Burtace n‘bon standards
H-— amru-l 23PC MACE
Write Metsl BFE 1
S renra et Ei-s g ]
il T A
Hand Tool Cleaning Fusied _
it el R <
Twmine
Do not tint.
Aprvicanon Conpimons
Temperature: 35°F (1.7°C) mammum, 120°F [48°C)
maxamum (air
4U°‘F |:4 a5 Jmlnlmum 120°F (48°C)
. o i least ETL {2.3'*(: ahove dew point
Relative humidity: BE% maximum
Refer to product Application Bullefin for detailed applicafion information.
Orpemme InFormanon
Pm’ : o
Part 1 gallon (3.78L
Part B Tfallun .THL
PartF Ib (33 Kp) Zinc Dust
ant 0. 3IZI gallon 1 141
Part B 0.3 1740
Part F X2 II:| 10 Kg Zinc
Weight 27.83 1 0.2 Ibigal ; 3.21 KpiL, mixed
Sarery PreEcaumons

Feder io the MEDS sheet bafiore use.

Fubllshed technical data and Instructions are subject 1o change withouwt nobice.
Contact your Sherwin-Willams representafive for sddfional techinical dads and
Instructans.

Warranty

The Shenwin-Willams Company wanmants our products fo be free of manufaciur-
Ing defects In accond wih applicabie Shenin-Willams qualty control procedures.
Linbiity for products proven defiective, Fany, ks imiied o replacement of fhe defec-
Eve procduct or the refund of e purchase price pald for ihe defective product as
defermined by Sherain-Willams. NO OTHER WARRANTY OR GUARANTEE
OF ANY KIND IS MADE BY SHERWIN-WILLIAMS, EXPRESSED OR IMPLED,
STATUTORY, BY OPERATION OF LAW OR OTHERWISE, INCLUDIMG MER-
CHANTABILITY AND FITNESS FOR A FARTICULAR FURPOSE

warad sherwin-wiliams_com/protective:
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Protective
&
b Malme

Revised: August 04, 2018

APPLICATION BULLETIN

ZINC CLAD® IIl HS

ORGANIC ZINC-RICH EPOXY PRIMER

ParT A BE9A100 Gray-GREEN, Base
ParT A BEILWA100 QAP BLug, Base
ParT B BEIV100 HARDEMER
ParT F B&9D11 Zinc Dust

8.07

Surrace PrEPARATIONS

AppLicanon Conpimons

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

Zinc rich coatings require direct contact between the zinc pigment
in the coating and the metal substrate for optimum performance.

Iron & Steel (atmospheric senvice)

Remove all oil and grease from surface by Soivent Cleaning per
SEPC-5P1. Minimum surface preparation is Commercial Blast
Cleaning per SSPC-SPS/MNACE 3. For better performance, use
Mear White Metal Blast Cleaning per S5PC-SP1IMNACE 2. Blast
clean all surfaces wsing a sharp. angular abraswve for optamum
surface profile (2 mils / 50 microns). Coat any bare steel the same
day as it is cleaned or before flash rusting coours.

When used on Ductile Iron Pipe, surface preparation shall be in ac-
cordance with MAPF 500-03-04 Abrasive Blast Cleaning of Ductis
Iron Pipe with a minimum 1.0 mil surface profile.

Galvanized Steel

Allow to weather a minimum of six months prior to coating. Solvent
Clean per S5PC-5P1 (recommended sohent is WVMEP Maphtha).
\When weathering is not possible, or the surface has been freated
with chromates or silicates, first Solent Clean per SSPC-5P1 and
apply a test patch. Allow paint o dry at least one week before test-
ing adhesion. If adhesion is poor, brush blasting per S5PC-5PT is
necessary to rermove these treatments. Rusty gaheanizing requires
a rminimurn of Hand Tool Cleaning per S5PC-5P2, prime the area
the same day as cleaned or before flash rusting occurs.

Weathered Zine-Rich Primer

Remowe zinc salts by either high pressure water washing and
scrubbing with stiff bristle brush or sweep blast followed by water
fiush. Allow to dry.

Mote: If blast cleaning with steel media is used. an appropriate
amount of steel grit blast media may be incorporated into the work
mix o render a dense, angular 1.5-3.0 mil (38-75 micron) surface
profile, per Keane-Tator Surface Profile Comparator. A profile up to
4 mils (100 microns) is acceptable, however, coating must be ap-
plied to achieve a minamum of 3 mils (75 microns) dft. This method
may result in improved adhesion and performance.

Surfacs Freparation 3iandards
Condtiom of 180 86011 Bwedich
Aurfans TOTaCA

35°F (1.7°C) minimum, 120°F (48°C)
miaxirmum {air and surface)

40°F (4.5°C) minimum, 120°F (48°C)
miairmum {material)

At least 5°F (2.68°C) above dew point

Temperature:

Relative humidity: 85% maximum

Appricanon EquiPMeNT

The following is 3 guide. Changes in pressures and fip sizes may
be needed for proper spray characteristics. Always purge spray
equipment before use with listed reducer. Any reduction must be
compliant with existing WVOC regulations and compatible with the
existing environmental and application conditions.

ReduceriClean Up
Below 80°F <o REducer #6568 or MEK, REK10
Abowe 80°F ... Reducer #58 or RTK104
Airless Spray
(use Teflon padtlngs and continuous agitation)
Pressure...... e 2000 - 2300 psi
Hose.. HE" 1D
Tp. Rijiey
Filter_. none
Reduction_._ ..As needed up o 5% by volume
Conventional Spray
{continuous qmahnn rE|:|U|rE|:|]
Gun .. .......Hinks BE
Fluid Nuzzle
Air Nozzle..._
Abomization F'rE55urE 50 psi
Fluid Pressure... ..1IZI-2IZI psi
Fheductu:-nﬁs needed up to 5% by volume

Keep pressure pot at level of appScator fo avoid blocking of fuid
line due to weight of material. Blow back coating n fluid line at
intermittent shutdowns, but continue agitation at pressure pot.

Brush
Brush......cc.coooceeeeee..Gmiall areas only; natural bristle
Reduction...................Mot recommended

ke Mgl %_:. : %’é:m g%‘: E‘ADE If specic application equipment is not listed abowe, equivalent
T 2p By gy p | ementmaybesubstived
sana Tom cieaneg. BEES poes B3 EE g2
Fwer Toal Cleanieg BEEY mees BEBH  HEH Bi -
s sherwin-wiliams_com/protective confinued on back
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Protective
&
Marine

ZINC CLAD® IIl HS

ORGANIC ZINC-RICH EPOXY PRIMER

ParT A BE9A100 Gray-GREEN, Base

m Cﬂa . EARTE B’EQLWBHH QAP B|I:ILIEI Baze

tin ART BV ARDEMER

W LIARMS. gS PeRTF BEID11 Zinc Dust

Revised: August 04, 2018 APPLICATION BULLETIN &.07
Appuicamon P PerFormance Tips

Surface preparation must be completed as indicated.

et R T
lluung Instructions:

ot ﬂ’T.E““ﬁ'I‘.f""‘E' *‘Fﬁmﬁ.ﬂﬁ“ﬁ‘ﬁ"hﬁ
rihe can e mb'*m‘fmw of £ A
20jie e e ith ower agiation. ffer micr. E“awﬁ

ﬁe—ﬁg&«;ﬁ;ﬂrﬁm{g used, add only after components have been

EJ%JI[EM% 'H %mum%m durin appicanun is required,

otherwise zinc dust will quickly settle ou

mglmg}caat Eﬁ wmended film thickness and spreading

Recommended Spreading Rate per coat:
Minimum Mazinn wm
Wet mils (microns) 4.3 (113) 7.0 (178)
Dry mils (microns) 3.0 (75) 5.0 (125)
~Coverage sq ft/gal (m3L) 224 (5.5) aro (8.1)
soreloal coveae satugel 1120 (27.5)

NOTE: Brush or roW than maj ire mutipie coals to
dciieve maxkmum Mm Mickness LI'I"IEE!I‘N_‘!E UFEEWC&.

& TT°FI25°C & 120°Fi43°C

@ ST
50% RH

To touch: 45 minutes 30 minutes 10 minutes
To handle: 2 hours 1 hour 30 minutes
To recoat*:

minimum: 4 hours 30 minutes 30 minutes

**maximum: none none none

To cure: 10 days T days T days

Drying tme 5 temperature, humidky, and Mm Mickness dependent.
FMOTE: Fllm must be free of salvent, hard and irm. When rubbed
th the face of @ coin ar knis tha fllm should polsh but not Sake or chip.
Eguam"um Fecoat: Uniimited. Mus? have & clean, dry surface for
ng. “Loose” chalk ar 5aks must be removed In accondance w Hm
intirig praciice
Paint femperature must be at 1e35t 40°F (4.5°C) minimum.

Sitripe coat all crevices, welds, and sharp angles io prevent early
failure in these areas.

When using spray application, use a 50% overlap with each pass
of the gun to avoid hoSidays. bare areas. and pinholes. If necessary,
cross spray at a right angle.

Spreading rates are calculated on volume sobids and do not nclude
an application loss factor due to surface profile, roughness or po-
rosity of the surface, skill and technigue of the applicator, method
of application, various surface imegularities, material lost during
mixing. spillage, overthinning, climatic conditions, and excessive
film build.

Excessive reduction of material can affect film build, appearance,
and performance.

Do ot i previcusly catalyzed material with new.
Do not apply the matenal beyond recormmended pot life.

In order to avosd blockage of spray equipment, clean equipment be-
fore use or before periods of exdended downtime with MEK, REK10.

Feep pressure pot at level of appScator to avoid blocking of fluid
line due to weight of material. Blow back coating in fluid line at
intermittent shutdowns, but continue agitation at pressure pot.

S5PC-5P11 surface preparation is acceptable for small areas.

Higher dry film thickness may be acceptable under certain condi-
tions. Contact your Shenwin-Williams representative.

Refer to Product Information sheet for additional performance
characteristics and properties.

SaFery PrECauTIONS

Pot Life: & hours 4 hours 2 hours Feter to Bae WIGDG sheet hefee ume.

Sma‘l-n -Time: 1 hour 20 minutes 15 minutes Fublished fechnical fats and msirac ekt st mot
||:=a|;|on matln above maximum or imimum | " " an o are 5 chamgs without nofice.
mmen ing rate may adversely aﬂ#&‘mt‘i"ﬂg Comiact your Ehensin-Wilkams represeniaties for additional technical dais amd

Instructions.
CLEAN UP InvsTRUCTIONS WaRRanTY
T oy e e L e e
reonm'nm ors when uslnga.rry solvent. diefiects I acoond with applicable Shenwin-iWilllams qualky ooningl procedures.

DiscLamer

The Information and recommendations sef forf I this Product Data Sheet are
based upon =385 conducied by or on behall of The Sherain-‘Willams Company.
Such Information and recommendations set forth herein are subject o change and
pertain to the product offered at the tme of publication. Consult your Shemwin-
Wllams attve to obtaln the most recent Product Dats information amd
Application Bulletin.

Liabiity for products proven defectiee, IF any, Is ImHed to replscement of the de-
fectve product ar the nefurd of the purchase price pald for the defective product
as det=rmined by Shemnsin-Wiliams. NO OTHER WARRANTY OR GUARANTEE
OF ANY KIND 13 MADE BY SHERWIN-WILLIAME, EXFRESSED OR IMFLED,
STATUTORY, BY CFERATION OF LAW OR OTHERWIEE, INCLUDING MER-
CHANTABILITY AND FITMESE FOR A PARTICULAR PURPOSE.

wawes shenwin-wiliams.com/protective
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7.3 Paint Data Sheet

Prorective & Marine Coatings
FRODUCT DATA SHEET

MACROPOXY® 646
FAST CURE EPOXY

PRODUCT DESCRIFTION

MACROPOXY 646 FAST CURE EPOXY a high solids, high build, fast drying, polyamide epoxy designed fo protect steel and concrete in
indusirial exposures. ldeal for maintenance painfing and fabrication shop appications. The high solids content ensures adequate protection
of sharp edges, comers, and welds. This product can be applied directly to marginally prepared steel surfaces.

INTENDED USES
= Recommended for marine applicaions, refineries, offshore platforms, fabrication shops, chemical plants, tank exteriors, power plants,

water tfreaiment planis, and mining and minerals ndustry

= Ml White and Black are acceptable for immersion use for salt water and fresh water, not acceptable for potable water

PRODUCT DATA

Volume Solids: TZ% + F5%, mixed, Mill White Awverage Drying Times @ 7.0 mils wet {175 microns):
VOC (mixed): Unreduced: <250 giL: 2 08 Inigal Wrora Tross WEFE
Reduced 10%: <300 giL; 2.50 lb/gal Touch 45 hours 2 howrs 1.5 hours
Finish: Semi-Gloss Handle 48hours  Bhows  4.5hours
Colors: Ei" White, Blﬁ ar';]d awide range - Miinimum 48hours Bhows  4.5hours
colors available through tining - Maximum 1 1 1
Typical Thickness: Cure to Service . = =
) - Atmosphenc ildays 7days 4 5 hours
Recommended Spreading Rate Per Coat - Immersicn 14 days T days 4 days
Minimum Maximum F e Pt e b e, vk sorieed baore reciating D}}I:h-i [
Wet mils {microns) 7.0 (178) 135 (338) Smmby. et Futed il
Dry mils {microns) 50" (125) 10.0 {250}
;Cwmue ﬂmﬂﬂj{ﬁﬁ 1154(2.8) 230 (5.8) PotLife 10hours 4 hours 2 howrs
¢rr:a|1m:| a1 ﬂ?ﬁ? 50 ot 1152 (28.2) Sweat-intime 30 minutes 30 minutes 15 minutes
*May be applied at 3.0-10.0 mils (75-250 microns) dft in a mulicoat Weight:  12.0 +0.2 lbigal ; 1.55 Kg/L mixed, may vary by
L color
MOTE: Brush or oW application may requie muffple coats fo achleve - . -
maximum fim and of appearance. Shelf Life: 38 months, unopened Store indoors at 40°F 4.5°C)
ERICANESS aNd Loy to 110°F (43°C)
Mix Ratio: 1:1 by volume

Reducer/Clean Up: Reducer RTK15 or RTKEE
(Califomia) Reducer RTK111 or Cosol 100

Flash Point: 91°F (33°C), TCC, mixed

Packaging:
Part A: 1 gallon (3.78L) and 5 gallon {18.8L) containers
Part B: 1 gallon (3.TEL) and & gallon {18.5L) contaners

SURFACE PREFARATION
Swface mast be clean, dry, and in sound condition. Remowe all ol, dust, grease, dirt, loose ust, and other foreign material to ensure

adequate adhesion

Minimum recommended surface preparation:

ron & Steel: Atmospheric: S5PC-SP23Y 1S0B501-1:3007 5t 2 or SSPC-5P W3 / NACE W.-3L
mmersion: S35PC-5P10 / MACE 2/ 1508501-1:2007 5a 2.5, 2-3 mil (50-75 mécron) profile or SSPC-5P W.-
2MACEWJ-2L

Almminum & Gahanizing: SSPC-5P1

Concrete & Masonry: Ammosphenc: SSPC-5P13/ NACE 6, or ICRI Me. 310.2R, C5P 1-3
Immersion: 55PC-5P13 /NACE 6-4.3.1

Rt 19081 {A 453 warw.shenwin-w lams comprotective Page 182
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MACROPOXY® 646
FAST CURE EPOXY

017 - 023 (043 — 058 mm)
-. 80 mesh

APPLICATION CONDITIONS
Temiperature:
Air: 35°F (1.7°C) minimum, 120°F {48°C) maximum
Surface: 35°F (1.7°C) minimum, 260°F (120°C) masdmum
Material: 40°F (4.5°C) minimum

At least 5°F (2.6°C) above dew point
Relatve hurmidity: B5% maamum

Reduction._._._ _... As needed up to 10% by volume APPROVALS

C“'GL“"‘"’““ Spray* DeVibiss MBC.510 - Suitable for use in USDA inspected facilities
S ilbiss a table for use in Canadian Food P ing facilities,

Air Nozze._ T categories: D1, D2, D3 {Confim acceptance of specific part

Atomization Pressure ... 80 - 85 psi (4.1 —4.5 bar) numbersirexes with your SW Sales Representative)

Fluid Pressuwre............ 10 - 20 psi {0.7 — 1.4 bar) = Conforms to AWWA D102 OC5 #5
Brush® = Conforms te MPI £ 103

Brush ..o Mylon/Polyester or Nabural Bristle = This product meets specific design requirements for
Roller® related nudiear plant applications in Lewel Il, 11l and Balance of

. . Plant, and DOE nuclear facilities"

Cover e B woven with solvent resistant cone * Muckear quaifications are NRC license spechic & the Sacily
Hlﬂw Spray.... Acceptable ADDITIONAL NOTES
“Reducion..................... Asneeded up fo 10% by volume Tt Part A with Mo - e mi

RECOMMENDED SYSTEMS int Part A wi toners at strength. Free minutes
minimurm mixing on a mechanical shaker is required for complete
Diry Film Thickness [ ct Mils. Microns) | mixing of color
Steel, Immersion & Atmospheric Tinting is not recommended for immersion sendce.
1Ct Macropowy B46 A0-100 (125-250)
Quik-Kick Epoxy Accelerator is acceptable for use. See data pape
Steel, Organic Zinc Primer, Atmospheric 420 for details.
1Ct Zinc: Clad W (85) 3050 ([75125)
1Ct Macropoxy 648 504100 (125-250) | Acceptable for Concrete Floors.
faﬂhﬂ'ﬂﬂ;lggdm Atmospheric: 2040 (50-100) When spraying above 120°F, reduce material 10% with RTK100.
e - 5 E only. Product will uce an
1CL Macropany 648 50100 (125250) | whert gl of elevated semperatires. o
Sieel, Organic Zinc/EpoxyiUrethane Topcoat

Ct. Zinc: Clad W (85) ans0 ([75115)
1Ct 50100 [125-250)
1Ct Acroion 7300 2040  (50-100)

Steal, ic AincEpoxyiUrethane Topooat
1Ct Zinc: Clad I (BS) 2040  (50-100)
1Ct Macropouxy 848 504100 (125-250)
1Ct Acroion 7300 2040  (50-100)
Steel, Organic Znc/EpoxyiP olysiloxane Topcoat, i
1Ct Zinc Clad W (BS) 3ns0 (75-125)
1Ct Macropouxy 648 50400 (125-250)
1-2Ck. SherLoeane B00 2040  (50-100) HEALTH AND SAFETY
- Refer io the SOS sheat befam USe.
ConcretefMasonry. Smooth, immersion & Pubished technical data and Insnuctions are subject to change without
1Ct 5“‘3‘ 50100 (235250) | rojipe. contact your Shensn- WIS representative for add Sonal technical
ARRANTY data and Instnuctions.
o
ma defects In accord with I.iTEtEtj[:u’l‘l:i
[rocEdres. Tor proven defective, If any, Is imitad DIECLAIMER

DR IMPLIED, STATUTCRY, BY OPERATION OF LAW OR OTHERWISE,
IHCLUDING MERCHANTABILITY AMD FITHESS FOR A PARTICLULAR
PURPOSE.

The Informatian and recommendations et fohin s Frodus Data Sheel
ar base upon tests conducted by or on behal of The Shendn-WIkams
C{I’Tmlﬂ' Such Information and recommendations 521 Torth hereln are
subject fo change and pertaln to the product offered at the time of
publication. Consut your Shensir-Willams representative to obtain the most
recent Product Data Sheet

R 11011 {MA .53

warw. shensir-wl llam s com iprotective:

Pags 2ol 2

COPIES PRINTED FROM THE NETWORK SYSTEM ARE CONSIDERED UNCONTROLLED




		2018-02-15T08:08:53-0500
	HE
	2/15/18


		2018-02-15T08:51:52-0500
	WEH




