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BLACK & VEATCH

101 North Wacker Drive, Suite 1100
Chicago, lllinois 60606 USA

Tel  312-346-3775
Fax: 312-346-4781

City of Geneva
Geneva Drinking Water Treatment Facility

Joey Metzloff, Project Manager
Williams Brothers Construction Inc.
P.O. Box 1366

Peoria, |L 61654-

Shop Dwg No. 080B - Protective Coatings
Spec or Drawing No. 09940

General Comments:

Black & Veatch Corporation

B&V Project 137804.510
File G1.60

Date In 12-Feb-07
Date Out 05-Mar-07

1. Contractor is to note that a full resubmittal of this shop drawing is not required; however, additional
information, revisions, clarifications, and/or confirmations have been requested by the reviewing engineer.

(See comments below for more information.)

Item No. Subject

Review Status

1 Protective Coatings
Comments:

1. There are no comments on the following systems:
A1, A4, A8, E2, E4, E8, F1, F6, P2, P6.

No Exceptions Noted
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Geneva Drinking Water Treatment Facility

B&V Project 137804.510
File G1.60

Joey Metzloff, Project Manager
Williams Brothers Construction Inc.
P.O. Box 1366

Peoria, IL 61654-

Shop Dwg No. 080B - Protective Coatings
Spec or Drawing No. 09940

2

Date In 12-Feb-07
Date Out 05-Mar-07

Protective Coatings Exceptions Noted
Comments:

Resubmit Data Sheets for the following systems, incorporating comments noted below.
(Product Sheets do not need to be resubmitted.)

1. System A2-F: Include supports and miscellaneous metal for equipment handling corrosive
chemicals indoor per data sheet page 8.

2. System AB-F: Add “outdoor” after corrosive chemicals per Data Sheet page 8 and add “alll
iron and steel components of the silo structure in exterior locations” per Data Sheet page 5.

3. System A10-F: There should be one System A10-F sheet using coal tar epoxy. Delete the
first two sheets and add these surface descriptions to the A10-F coal tar epoxy coating data
sheet.

4. System C2: Revise surface description to read "Where indicated on the Drawings
(including Chem Feed Room and CIP Area -- coordinate with Room Finish Schedule on Sheet
A34), walls adjacent to corrosive chemical storage and feed equipment.” See pages 10 and
16 of Section 09940, floors are to receive a different product.

5. System C2: Submit a second System C2 data sheet and include a surface description
which reads "Where indicated on the Drawings (including Chem Feed Room and CIP Area --
coordinate with Room Finish Schedule on Sheet A34 and Section 09880), floors and curbed
areas adjacent to corrosive chemical storage and feed equipment." See pages 10 and 16 of
Section 09940, floors are to receive a different product.

6. System E5: This system is for submerged items; resubmit Figure 1 Data Sheet.

7. Systems F7 and G7: Split first coat (10 mils DFT) into two 5 mil coats. Total system
thickness is acceptable; however, we would prefer to have the epoxy enamel applied in two
coats to ensure coverage thicknesses.

8. System H12: Per specifications, the DFT is listed as 1 mil per coat, for a total DFT of 2
mils. Sherwin Williams product data sheets indicate a max DFT of .5 mils per coat. Confirm 2
mil DFT as submitted is acceptable.



City of Geneva B&V Project 137804.510
Geneva Drinking Water Treatment Facility File G1.60

Joey Metzloff, Project Manager
Williams Brothers Construction Inc.
P.O. Box 1366

Peoria, IL 61654-

Shop Dwg No. 080B - Protective Coatings Date In 12-Feb-07
Spec or Drawing No. 09940 Date Qut 05-Mar-07

Engineer's review of drawings and data submitted by Contractor covers only general conformity to the
Drawings and Specifications, external connections, and dimensions which affect the layout. Engineer's
review does not indicate a thorough review of all dimensions, quantities, and details of the material,
equipment, devices, or item shown. Engineer's review shall not relieve Contractor of Contractor's
responsibility for errors, omissions, or deviations in the drawings and data, nor of the Contractor's sole
responsibility for compliance with the Contract Documents.

Very truly yours,

Black & Veatch Corporation

Barney G. Fullington, P.E.

cc: Mr. Mike Martens - 1 copy
Mr. Carl Goforth - 1 copy
File - 2 copies
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Prefix (A )Iron and Steel



City of Geneva, Illinois Water Treatment Plant
Section 09940
Simon Watt

Surface Description System Al - F

Exterior surfaces of carbon _st_e_ét chemical tanks, metal curbs for skylights and power
roof ventilators

Surface Preparation Description

X - Solvent SSPC-SP1

- Other
Coating DFT (mils) | Manufacturer and Product
Shop primer (1dentify product/type)
Touch up 10.0 mils Sherwin Williams Macropoxy 646 (BS58 series)
Intermediate
coat
Finish coat 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
Total system 10.0mils | Not less than minimum thickness specified

Notes: (Attached if needed)

Above system does not require 2 coats to achieve appropriate mil thickness.

Project: City of Geneva, WTP o
Coatings Manufacturer: Sherwin Williams Initials <%
Painting Applicator: Simon Watt Initials

Black & Veatch | Coating System Data Sheet Fig 2-09940




City of Geneva, Illinois Water Treatment Plant
Section 09940
Simon Watt

Surface Description System A2- F

—rrr——

Iron and steel components of the silo structures exposed to view in interior locations,
including shell, support members, access ladder and safety cage, etc. Cast iron, carbon
steel and stainless steel piping inside buildings, including valves, fittings, flanges, bolts,
| supports and previously primed galvanized surfaces.

Surface Preparation Description

X - Solvent SSPC-SP1

- Other
Coating DFT (mils) | Manufacturer and Product
Shop primer (1dentify product/type)
Touch up 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
Intermediate 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
coat
Finish coat 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
Total system 20.0 mils Not less than minimum thickness specified

Notes: (Attached if needed)

Project: City of Geneva, WTP

Coatings Manufacturer; Sherwin Williams Initials, s
Painting Applicator: Simon Watt Initials Z /1)

Black & Veatch | Coating System Data Sheet Fig 2-09940




City of Geneva, Illinois Water Treatment Plant

Section 09940

Simon Watt

Surface Description

System A4-F

Cast iron and steel piping in manholes, wet wells, and similar locations, inauding
valves, fittings, flanges, bolts, supports and accessories.

Surface Preparation Description

X - Solvent SSPC-SP1

- Other

Coating DFT (mils) | Manufacturer and Product
Shop primer (identify product/type)
Touch up 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
Intermediate 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
Ii;fnnediate 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)

0
liirellitsh coat 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
Total system 30.0 mils Not less than minimum thickness specified

Notes: (Attached if needed)

Project: City of Geneva, WTP
Coatings Manufacturer: Sherwin Williams Initial

Painting Applicator: Simon Watt

,

/."
T

Initials Ki"/\

Black & Veaich

| Coating System Data Sheet

Fig 2-09940




City of Geneva, Illinois Water Treatment Plant
Section 09940
Simon Watt

Surface Description System A6- F

Non-galvanized structural and miscellaneous steel exposed to view or to the elements in
exterior locations. Cast iron and steel piping above grade exposed to elements and to
outdoor view, including valves, fittings, flanges, bolts, supports, and previously primed
galvanized surfaces. Also, supports and misc. metal for equipment handling corrosive
chemicals.

Surface Preparation Description

X - Solvent SSPC-SP1

- Other
Coating DFT (mils) | Manufacturer and Product
Shop primer (identify product/type)
Touch up 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
Intermediate 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
;?ri'tsh coat 6.0 mils Sherwin Williams Acrolon 218HS (B65 series)
Total system 16.0 mils Not less than minimum thickness specified

Notes: (Attached if needed)
Touch up will be Macropoxy 646 10.0 mils along with top coating with 6.0 mils of

Acrolon 218HS.

Project: City of Geneva, WTP T
Coatings Manufacturer: Sherwin Williams Initials~———
Painting Applicator: Simon Watt Initials & p~

Black & Veatch | Coating System Data Sheet Fig 2-09940




City of Geneva, Illinois Water Treatment Plant

Section 09940
Simon Watt

Surface Description

System A8 - F

e

Steel yard lighting ;ol_es exposed to view or the elements.

Surface Preparation Description

X - Solvent SSPC-SP1

- Other
Coating DFT (mils) | Manufacturer and Product
Shop primer (1dentify product/type)
Touch up 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
Intermediate 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
li?r?itsh coat 6.0 mils Sherwin Williams Acrolon 218HS (B65 series)

Total system

16.0 mils

Not less than minimum thickness specified

Notes: (Attached if needed)

Project: City of Geneva, WTP

Coatings Manufacturer: Sherwin Williams Initials~/~f_\~
Painting Applicator: Simon Watt Initials A jn
Black & Veatch | Coating System Data Sheet Fig 2-09940




City of Geneva, Illinois Water Treatment Plant
Section 09940
Simon Watt

Surface Description System A10- F

Cast iron and steel piping iHmanholes, \;Vet_wells, and similar ‘I-béation;‘l?lzluding
valves, fittings, flanges, bolts, supports and accessories.

Surface Preparation Description

X - Solvent SSPC-SP1

- Other
Coating DFT (mils) | Manufacturer and Product
Shop primer (identify product/type)
Touch up 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)

Intermediate 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
coat

Intermediate 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
coat

Finish coat 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)

Total system 30.0 mils Not less than minimum thickness specified

Notes: (Attached if needed)
For only non submerged items listed on A10 that are factory primed.

-7

Project: City of Geneva, WTP
Coatings Manufacturer: Sherwin Williams Initia%

Painting Applicator: Simon Watt Initials flo~

Black & Veatch | Coating System Data Sheet Fig 2-09940




City of Geneva, Illinois Water Treatment Plant
Section 09940
Simon Watt

[ Surface Description System A10- F

"Miscellaneous cast_ings iHchHiBg manhole covers, steps and rings that are primed.

Surface Preparation Description
X - Solvent SSPC-SP1

- Other
Coating DFT (mils) | Manufacturer and Product
Shop primer (1dentify product/type)
Touch up 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)

Intermediate 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
coat

Finish coat 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)

Total system 20.0 mils Not less than minimum thickness specified

Notes: (Attached if needed)
E2 is same system.

Project: City of Geneva, WTP .
Coatings Manufacturer: Sherwin Williams Initialséé—
Painting Applicator: Simon Watt Initials £y

Black & Veatch | Coating System Data Sheet Fig 2-09940




City of Geneva, Illinois Water Treatment Plant

Section 09940

Simon Watt

Surface Description

System A10- F

e i

All metal harness anchorag_e"for buried f)ip_ing

Surface Preparation Description

X - Solvent SSPC-SP1

- Other
Coating DFT (mils) | Manufacturer and Product
Shop primer (identify product/type)
Touch up 25.0 mils Sherwin Williams HI mil Sher Tar Epoxy
Intermediate 25.0 mils Sherwin Williams HI mil Sher Tar Epoxy
;(i)r?;sh coat 25.0 mils Sherwin Williams HI mil Sher Tar Epoxy

Total system

50.0 mils

Not Iess than minimum thickness specified

Notes: (Attached if needed)

Project: City of Geneva, WTP

Coatings Manufacturer: Sherwin Williams Initials<” % ~
Painting Applicator: Simon Watt InitialstZ r~
Black & Veatch | Coating System Data Sheet Fig 2-09940




Prefix (C ) Concrete and

Concrete Block



City of Geneva, Illinois Water Treatment Plant
Section 09940
Simon Watt

Surface Description System C2

 Where indicated on drawings or belo_w v??lls, ﬂoo_ré_,"éfﬁ curbed areas. ;cij'é_égnt to
corrosive chemical storage and feed equipment.

Surface Preparation Description
- Solvent SSPC-SP1
- Ferrous Metal Non immersion SSPC-SP6
- Ferrous Metal Immersion
- SSPC-SP10
- SSPC-SP5
| X- Other - Concrete SSPC-SP13

Coating DFT (mils) | Manufacturer and Product
First Coat 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
(primer)

Second Coat 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)

Third Coat

Total system 20.0 mils Not less than minimum thickness specified

Notes: (Attached if needed.)

Project: City of Geneva, WTP

Coatings Manufacturer: Sherwin Williams Tnitialse %
Painting Applicator: Simon Watt : Initialsf) y»~

Black & Veatch | Coating System Data Sheet Fig 1-09940




Prefix (E) Equipment
Submerged—Nonsumerged



City of Geneva, Illinois Water Treatment Plant

Section 09940

Simon Watt

Surface Description

System E2- F

s ———

Miscellaneous castings including manhole covers, steps and m?érs? that are primed.

Surface Preparation Description

X - Solvent SSPC-SP1

- Other
Coating DFT (mils) | Manufacturer and Product
Shop primer (identify product/type)
Touch up 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
Intermediate 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
I:(i)r?jtsh coat 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)

Total system

20.0 mils

Not less than minimum thickness specified

Notes: (Attached if needed)
E2 is same system.

Project: City of Geneva, WTP

Coatings Manufacturer: Sherwin Williams Initials < 7
Painting Applicator: Simon Watt Initials A P\
Black & Veatch | Coating System Data Sheet Fig 2-09940




City of Geneva, Illinois Water Treatment Plant
Section 09940 '
Simon Watt

Surface Description System E2- F

B e S ——

Exterior surfaces of pressure filters and steel chemical storage tanks. Also, surfaces of
cranes and hoist exposed to view indoors.

Surface Preparation Description
X - Solvent SSPC-SP1

- Other
Coating DFT (mils) | Manufacturer and Product
Shop primer (1dentify product/type)
Touch up 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)

Intermediate 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
coat

Finish coat 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)

Total system 20.0 mils Not less than minimum thickness specified

Notes: (Attached if needed)

Project: City of Geneva, WTP
Coatings Manufacturer: Sherwin Williams Initials.//¢ ]
Painting Applicator: Simon Watt Initials (¥ )~

Black & Veatch | Coating System Data Sheet Fig 2-09940




City of Geneva, Illinois Water Treatment Plant
Section 09940
Simon Watt

Surface Description System E4- F

_Rapid mix equipm?:ﬁi all fron and steel surfaces exi:eptis't;l;ﬁiue‘éé steel, motors and speed
reducers.

[ Surface Preparation Description -
X - Solvent SSPC-SP1

- Other
Coating DFT (mils) | Manufacturer and Product
Shop primer (identify product/type)
Touch up 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)

Intermediate 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
coat

Intermediate 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
coat

Finish coat 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)

Total system 30.0 mils Not less than minimum thickness specified

Notes: (Attached if needed)

Project: City of Geneva, WTP L
Coatings Manufacturer: Sherwin Williams Tnitials”
Painting Applicator: Simon Watt Initials {2\~

Black & Veatch | Coating System Data Sheet Fig 2-09940




City of Geneva, Ilinois Water Treatment Plant
Section 09940
Simon Watt

Surface Description System E5- F

= e = o

All metal surfaces unless otherwise specified, wﬁﬁ?ﬁggéubmergéa or buried, all or
in part, including valves, but excluding piping laid in the ground.

Surface Preparation Description

X - Solvent SSPC-SP1

- Other
Coating DFT (mils) | Manufacturer and Product
Shop primer (1dentify product/type)
Touch up 10.0 mils Sherwin Williams Macropoxy 646 NSF (B58 series)

Intermediate 10.0 mils Sherwin Williams Macropoxy 646 NSF (B58 series)
coat

Intermediate 10.0 mils Sherwin Williams Macropoxy 646 NSF (B58 series)
coat

Finish coat 10.0 mils Sherwin Williams Macropoxy 646 NSF (B58 series)

Total system 30.0 mils Not less than minimum thickness specified

Notes: (Attached if needed)
Any finished water areas should have Macropoxy 646NSF. (not to be tinted)

Project: City of Geneva, WTP ;s
Coatings Manufacturer: Sherwin Williams Initiald =7
Painting Applicator: Simon Watt Initials ¢/ e

Black & Veatch | Coating System Data Sheet Fig 2-09940




City of Geneva, Illinois Water Treatment Plant
Section 09940
Simon Watt

Surface Description System E8- F

Heating and air condi_tioning units, convector covers, electrical equipment:cabinets, and
similar items and equipment unless factory finished. Also, pumps, motors, speed
reducers and other machines and equipment exposed to view.

Surface Preparation Description

X - Solvent SSPC-SP1

- Other
Coating DFT (mils) | Manufacturer and Product
Shop primer (identify product/type)
Touch up 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)

Intermediate 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
coat

Finish coat 6.0 mils Sherwin Williams Acrolon 218HS (B65 series)

Total system 16.0 mils Not less than minimum thickness specified

Notes: (Attached if needed)
Touch up consists on Macropoxy 10.0 mils and Acrolon 218HS 9.0 mils

Project: City of Geneva, WTP / "5
Coatings Manufacturer: Sherwin Williams Initials¢—7_
Painting Applicator: Simon Watt Initials {Ar~\

Black & Veatch | Coating System Data Sheet Fig 2-09940




Prefix (F) Nonferrous
Metal




City of Geneva, Illinois Water Treatment Plant
Section 09940
Simon Watt

Surface Description System F1

Copper | fﬁﬁe and tubihg, including ﬁttings_and valves éx}déed to view indoors.

Surface Preparation Description
X - Solvent SSPC-SP1
- Ferrous Metal Non immersion SSPC-SP6
- Ferrous Metal Immersion
- SSPC-SP10
- SSPC-SP5
| - Other - Concrete SSPC-SP13

Coating DFT (mils) | Manufacturer and Product

First Coat 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
(primer)

Second Coat

Third Coat

Total system 10.0 mils Not less than minimum thickness specified

Notes: (Attached if needed.)

Project: City of Geneva, WTP i i
Coatings Manufacturer: Sherwin Williams Initialg”7—|
Painting Applicator: Simon Watt Initials @ y»~

Black & Veatch f Coating System Data Sheet Fig 1-09940




City of Geneva, Illinois Water Treatment Plant
Section 09940
Simon Watt

Surface Description System F6

e = s

Copper p;w and tubf;é;'inéil_ldirigwf‘i-t:tings and valves _exé?agsed to view in exterior
locations.

Surface Preparation Description

X - Solvent SSPC-SP1
- Ferrous Metal Non immersion SSPC-SP6
- Ferrous Metal Immersion
- SSPC-SP10
- SSPC-SP5
- Other - Concrete SSPC-SP13

Coating DFT (mils) | Manufacturer and Product
First Coat 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
(primer)

Second Coat 6.0 mils Sherwin Williams Acrolon 218HS (B65 series)

Third Coat

Total system 16.0 mils Not less than minimum thickness specified

Notes: (Attached if needed.)

Project: City of Geneva, WTP |
Coatings Manufacturer: Sherwin Williams Initialﬁ%‘“
Painting Applicator: Simon Watt Initials £\ yi~

Black & Veatch | Coating System Data Sheet Fig 1-09940




City of Geneva, Illinois Water Treatment Plant
Section 09940
Simon Watt

Surface Description ' System F7

“Aluminum materials exposed to elements outdoors, Adl-é"c-)‘,- aluminum and galvanized
ductwork exposed outdoors.

Surface Preparation Description

X - Solvent SSPC-SP1
- Ferrous Metal Non immersion SSPC-SP6
- Ferrous Metal Immersion
- SSPC-SP10
- SSPC-SP5
- Other - Concrete SSPC-SP13

Coating DFT (mils) | Manufacturer and Product
First Coat 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
(primer)

Second Coat 6.0 mils Sherwin Williams Acrolon 218HS (B65 series)

Third Coat

Total system 16.0 mils Not less than minimum thickness specified

Notes: (Attached if needed.)

Project: City of Geneva, WTP ,
Coatings Manufacturer: Sherwin Williams Initials{%.
Painting Applicator: Simon Watt Initials 2y

Black & Veatch | Coating System Data Sheet Fig 1-09940

\'~



Prefix (G) Galvanized

wheyeTs

B s



City of Geneva, Illinois Water Treatment Plant
Section 09940

Simon Watt
Surface Description System G7
Aluminum and galvanized ductwork exp&sed outdoors.
Surface Preparation Description
X - Solvent SSPC-SP1
- Ferrous Metal Non immersion SSPC-SP6
- Ferrous Metal Immersion
- SSPC-SP10
- SSPC-SP5
- Other - Concrete SSPC-SP13
Coating DFT (mils) | Manufacturer and Product
First Coat 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
(primer)
Second Coat 6.0 mils Sherwin Williams Acrolon 218HS (B65 series)
‘Third Coat | |
Total system 16.0 mils Not less than minimum thickness specified

Notes: (Attached if needed.)

Project: City of Geneva, WTP
Coatings Manufacturer. Sherwin Williams
Painting Applicator; Simon Watt

Initials &

Initials @ Y™~

Black & Veatch | Coating System Data Sheet

Fig 1-09940




Prefix (H) High
Temperature



City of Geneva, Illinois Water Treatment Plant
Section 09940
Simon Watt

Surface Description System H12

surfaces which will be hot during operation.

Surface Preparation Description

X - Solvent SSPC-SP1
- Ferrous Metal Non immersion SSPC-SP6
- Ferrous Metal Immersion
- SSPC-SP10
- SSPC-SP5
- Other - Concrete SSPC-SP13

Coating DFT (mils) | Manufacturer and Product

First Coat 1.0 mils Sherwin Williams Silver Brite High Heat
(primer) |

Second Coat 1.0 mils Sherwin Williams Silver Brite High Heat
Third Coat

Total system 2.0 mils Not less than minimum thickness specified

Notes: (Attached if needed.)
Not to exceed 2.0 mils

Project: City of Geneva, WTP S
Coatings Manufacturer: Sherwin Williams Im’tialsé S
Painting Applicator: Simon Watt Initials E o~

Black & Veatch | Coating System Data Sheet Fig 1-09940




Prefix (P) PVC and FRP



City of Geneva, Illinois Water Treatment Plant
Section 09940
Simon Watt

Surface Description System P2

—————— TR e e prrrr—

B

Plastic surfaceé, including PVC and FRP

Surface Preparation Description

X - Solvent SSPC-SP1
- Ferrous Metal Non immersion SSPC-SP6
- Ferrous Metal Immersion ‘
- SSPC-SP10
- SSPC-SP5
- Other - Concrete SSPC-SP13

Coating DFT (mils) | Manufacturer and Product

First Coat 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
(primer)

Second Coat 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
Third Coat

Total system 20.0 mils Not less than minimum thickness specified

Notes: (Attached if needed.)

Project: City of Geneva, WTP 2
Coatings Manufacturer: Sherwin Williams Initial _,/
Painting Applicator: Simon Watt Initials_y_yi~

Black & Veatch | Coating System Data Sheet Fig 1-09940




City of Geneva, [llinois Water Treatment Plant
Section 09940
Simon Watt

Surface Description

System P6

e ———— e

Plastic surfaces including PVC and FRP (exteri(_);exb_osure) o

Surface Preparation Description

X - Solvent SSPC-SP1
- Ferrous Metal Non immersion SSPC-SP6
- Ferrous Metal Immersion
- SSPC-SP10
- SSPC-SP5
- Other - Concrete SSPC-SP13

Coating DFT (mils) Manufacturér and Product

(primer)

First Coat 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)

Second Coat 6.0 mils Sherwin Williams Acrolon 218HS (B65 series)

Third Coat

Total system 16.0 mils Not less than minimum thickness specified

Notes: (Attached if needed.)

Project: City of Geneva, WTP
Coatings Manufacturer: Sherwin Williams
Painting Applicator: Simon Watt

Initials, 4
Initials @ \i~

Black & Veatch | Coating System Data Sheet

Fig 1-09940




4.52

dustrial
s MACROPOXY® 646-100

oM \arine FAST CURE EPOXY

e
SHERWIN : PARTA B58-620 SERIE
WILLIAMS. Coatings Pf\}:r B B58V620 HARDEEN:EZ

PRODUCT INFORMATION Revised 6/06

RECOMMENDED USES

PropucT DESCRIPTION
MACROPOXY 646-100 FAST CURE EPOXY is a high solids, | * Marine applications o
less than 100 g/L VPG, high build, fast drying, polyamide ep- | * Fabrication shops « Refineries
. Pulp and paper mills + Chemical plants

oxy designed to protect steel and concrete in industrial expo-
sures. Ideal for maintenance painting and fabrication shop | * Power plants
applications. The high solids content ensures adequate pro- | » Offshore platforms . Water treatment plants

tection of sharp edges, COTNers, and welds. This product can | Mill White and Black are acceptable for immersion use for
salt water and fresh water, not acceptable for potable water

+ Tank exteriors

be applied directly to marginally prepared stee! surfaces.
. Low VOC,<100 glt . Chemical resistant . Suitable for use in USDA inspected facilities
+ Low odor . Abrasion resistant

Conforms to AWWA D102-03 OCS #5
PERFORMANCE CHARACTERISTICS

PropucT CHARACTERISTICS
Finish: Semi-Gloss System Tested: (unless otherwise indicated)
Substrate: Steel
Color: Mill White and a wide range Surface Preparation: SSPC-SP10
of colors available through tinting | ¢t Macropoxy 646-100 Fast Cure
@6.0milsdft
Volume Solids: 73% t 2%, mixed Abrasion Reslstance:
Mill White ) Method:  ASTM D4060, CS17 wheel, 1000 cycles, 1kgload
Waig“hl Solids: 83% * 2%, mixed Resuit: 84 mgloss
Mill White Accelerated Weathering - QUV, Zinc Clad Il Plus Primer:
VOC (EPA Method 24):  Unreduced: <100 g/L; .83 Ib/gal Method:  ASTM D4587gQU\/_A 12.000 hours
mixed Reduced 10%: <100 g/L; .83 Ib/gal Results:  passes ' B
Mix Ratio: 1:1 by volume Qggﬁ;!on: ASTMD4541
. Result: 1,037 psi
Recommended Spreading Rate t: o B S
?/(\:l:t mils: e lng7.oa_ 15? coa Corrosion Weathering, Zinc Glad li Plus Primer:
Dry mils: 5.0-10.0" Method:  ASTM D5894, 36 cycles, 12,000 hours
Coverage: 116 - 232 sq ft/gal approximate Result: Rating 10 per ASTM D714 for blistering
Rating 9 per ASTM D610 for rusting

Direct Impact Resistance:
Method: ~ ASTMD2794
Result: 30in. b,

Dry Heat Resistance:

NOTE: Brushorroll applicationmay require multiple coats toachieve
maximum film thickness and uniformity of appearance.
*See Recommended Systems

Drying Schedule @ T.C‘Lmils wet and 59% RH: . Method:  ASTMD2485
@40°F 77°F . @100°F Resultt  250°F
To touch: 4-5 hours 2 hours 1% hours Exterior Durability:
_T_o hand!?: 48 hours 8 hours 4% hours | Method: 1 yearat45° South
o recoat: .
minimum: 48 hours 8 hours .4% hours F:le:;:&“- . Excellent, chalks
ol 3months 3 months 3 months Mauwod-lty' ASTM D522, 180° bend, 3/4" mandrel
ure for ’ ! !
service: 10 days 7 days 4 days Result Passes
, immersion: 14 days 7 days 4 days L’;‘mﬁlm; :
Ifmaximumrecoattimeis exceeded, abradesurface beforerecoating. ethod: year fresh and salt water
Dryingtimeis temperature, humidityand filmthicknessdependent. ﬁesull: ” Passes, no rusting, blistering, or loss of adhesion
: encil Hardness:
Pot Life: 10 hours 4 hours 2 hours Method:  ASTMD3363
Result: H

Sweat-in-time: 30 minutes 30 minutes 15 minutes | Permeability Rating:
Method: ~ ASTMD1653

Shelf Life: 36 months, unopened Result: 0.154 mglcm?
) ) ; . J ) g/cm
Store indoors at 40°F to 100°F. Salt Fog Resistance, Zinc Clad Il Plus Primer::
. u \ Method: ASTM B117, 6,500 hours
Flash Point: 92°F, TCC, mixed Result: Rating 10 perASTM D610 for rusting
Reducer/Clean Up: Reducer R7K111 or Oxsol 100 Rating 9 per ASTM D1654 for Sariesion
Epoxy coatings maydarken ordiscolorfollowingapplicationand curing.
Epoxy 4,52 continued on back
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nauste MACROPOXY® 646-100
B i EAST CURE EPOXY
R Coatings s s

PRODUCT INFORMATION

RECOMMENDED SYSTEMS

Immersion and atmospheric:

Steel: - )
2 cis. Macropoxy 646-100 @ 5.0-10.0 mils dft/ct

Concrete/Masonry, smooth: )
2 cls.  Macropoxy 646-100 @ 5.0 - 10.0 mils dft/ct

Concrete Block: )

1cl, Kem Cati-Coat HS Epoxy Filler/Sealer ) )
@ 10.0 - 20.0 mils dft. as needed to fill voids and provide
a continuous substrate. ]

2 cls. Macropoxy 646-100 @ 50 - 10.0 mils dft/ct

Atmospheric:
*Steel:
(Shop applied system, new construction, AWWA D102-03, can also
be used al 3 mils minimum dft when used as an intermediate coal
as part of a multi-coat system)
1 el Macropoxy 846-100 Fasl Cure Epoxy
3.0 - 6.0 mils dft
1-2 cs. of recommended topcoal

Steel:
1 ¢t Recoalable Epoxy Primer @ 4.0 -6.0 mils dft
2 ots.  Macropoxy 646-100 @ 5.0 - 10.0 mils dft/ct

*Steel:
1ct Macropoxy 646-100 @ 4.0 - 6.0 mils dft
1.2 cte.  Acrolon 218 Polyurelhane @ 3.0 - 6.0 mils dft/ct

or Hi-Solids Polyurethane @ 3.0 - 5.0 mils ditict
or SherThane 2K Urethane @ 2.0 - 4.0 mils dft/ct
Steel:

2 ots.  Macropoxy 646-100 @ 5.0 - 10.0 mils dft/ct
12 ots. Tile-Clad HS Epoxy @ 2.5-4.0 mils dft/et

Steel:

1 ¢t Zinc Clad Il Pius @ 3.0 - 6.0 mils dit

1 cl. Macropoxy 645-100 @ 5.0 - 10.0 mils dft

1-2 cts. Acrolon 218 Polyurethane @ 3.0 - 6.0 mils dft/ct

Steel:
1¢t Zinc Clad Ill HS @ 3.0 - 5.0 mils dft
or Zinc Clad IV @ 3.0 - 5.0 mils dft

1 ¢l Macropoxy 646-100 @ 5.0 - 10.0 mils dft
1-2 ols. Acrolon 218 Polyurethane @ 3.0 - 6.0 mils dft/ct

Aluminum:
2cts.  Macropoxy 646-100 @ 5.0 - 10.0 mils dft/ct

Galvanizing:
2 cts.  Macropoxy 646-100 @ 5.0 - 10.0 mils dft/ct

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

SURFACE PREPARATION

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

good adhesion. ' .
Refer to product Application Bulletin for detailed surface preparalion

information. )
Minimum recommended surface preparation:

Iron & Steel
Atmospheric: SSPC-SP2/3 )
Immersion: SSPC-SP10/NACE 2, 2-3 mil profile
Aluminum: SSPC-SP1
Galvanizing: SSPC-SP1
Concrete & Masonry
Atmospheric: SSPC-SP13/NACE 6, or ICRI03732, CSP
1-3
Immersion: SSPC-SP13/NACE 6-4.3.10r1 4.3.2,0r

ICRI03732,CSP 1-3

TINTING

Tint Part Awith 844 Colorants at 150% strength. Five minutes minimum
mixing on a mechanical shaker is required for complete mixing of
color.

Tinting is not recommended for immersion service.

AppLICATION CONDITIONS

Temperature: 40°F minimum, 140°F maximurm
(air, surface, and material)
At least 5°F above dew point
Relative humidity: 85% maximum

Refer to product Application Bulletin for detailed application informa-
tion.

ORDERING _INFORMATION

Packaging:

Part A: 1 and 5 gallon containers
Part B: 1 and 5 gallon containers
Weight per gallon: 13.241t021b
mixed, may vary by color
SAFETY PRECAUTIONS

Refer to the MSDS sheet before use.

Published technical data and Instructions are subject to change with-
out notice. Contact your Sherwin-Williams representative for addi-
tional technical data and instructions.

DISCLAIMER VWARRANTY
The Information and recor \dations set forth in this Product Dala Sheel are tue ‘Stlarlen-Willlan"ls Cumpaﬂny .faﬂams o plro_ducis o i-m e of mandfasy
g In with apg Sherwin-Williams quality centrol procedures.

based upon lests conducted by ar on behalf of The Sherwin-Williams Company.
Such information and recommendations sel forth herein are subject lo change
and pertain lo the product offered at the time of publication. Consult your
Shenwin-Willlams representative lo obtain the most recent Product Data Infor-
mation and Application Bulletin.

I

Liabllity for products proven defective, If any, Is limited to replacement of the
defective product or the refund of the purchase price pald for the defeclive
producl as delermined by Sherwin-Willlams, NO OTHER WARRANTY OR GUAR-
ANTEE OF ANY KIND IS MADE BY SHERWIN-WILLIAMS, EXPRESSED OR
[MPLIED, STATUTORY, BY OPERATION OF LAW OR QTHERWISE, INCLUD-
ING MERCHANTABILITY AND FITNESS FOR A PARTICULAR PURPOSE.
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MACROPOXY® 646-1 00
FAST CURE EPOXY

PARTA B58-620 SERIES
B58V620 HARDENER

APPLICATION BULLETIN ==t

SURFACE PREPARATION AppPLICATION CONDITIONS
Surface must be clean, dry, and in sound condition. Remove all oil, Temperature: 40"’F minimum, 140°F maximum
dust, grease, dirt, loose rust, and other fareign material lo ensure (air, surface, and matenal)'
adequate adhesion. At least 5°F above dew point

Iron & Steel, Atmospheric Service:
Minimum surface preparation is Hand Tool Clean per SSPC-SP2. Re- | Relative humidity: 85% maximum

move all oil and grease from surface by Solvent Cleaning per SSPC-
SP1. For better performance, use Commercial Blast Cleaning per SSPC-
SPEINACE 3, blast clean al surfaces using asharp, angular abrasive
for oplimum surface profile (2 mils). Prime any bare steel within 8
hours or before flash rusting oceurs. APPLICATION EQUIPMENT

iron & Steel, Immersion Service: _
Remove all ol and grease from surface by Solvent Cleaning per SSPC- | The following is @ quide. Changes in pressures an d tip sizes

SP1. Minimum surface preparationis Near White Me_tal Blast Cleaning may be needed for proper spray characteristics. Always purge
perSSPQ-SP1 OINP.“CE 2, Blast clean all surfaces Using a Sherp, a0 spray equipment before use with listed reducer. Any reduction
\ar abrasive for optimum surface proﬁls_(Z—‘S mlls)i. Removbe a!lw;eldl st be compliant with existing VOG regulations and comm-
spalter and ound al sharp edges by grinding. Prime an B patible with the existing environmental and application condi-

e

the same day as it is cleaned. _

Aluminum tions.

Remove all oil, grease, dirt, oxide and other foreign material by Solvent

Cleaning perSSgPC-SP1. g Reducer/CleanUp ........... Reducer R7K111 or Oxsol 100

Galvanized Steel )
Allow to weather a minimum of six months prior to coating. Solvent Airless Spray

Clean per SSPC-SP1 (recommended solventis VM&P Naphtha). When PUMIP cveereresmmmarmrmsasinmenes 30:1

weathering is not possible, or the surface has been treated with PrESSUME woeereerssseresneeeee 2800 = 3000 psi
chromates or silicates, first Solvent Clean per S5PC-5P1and apply a Hose ........ .. 114D
test patch. Allow paint to dry atleast one week before testing adhe- TID wnassiesrssssass ...017" - 023"
sion. If adhesion is poor, brush blasting per SSPC-SPT is necessary to =11 S 60 mesh
remove lhese trgalments. Rusty galvanizing requires a minimum of REAUCHON woaverenieereceacss As needed up to 10% by volume
Hand Tool Cleaning per SSPC-SP2, prime the area the same day as
cleaned. :
Concrete and Masonry, Atmospheric Service: Cog:sntlonal Spray DeVilbiss MBC-510
For surface preparation, refer to NACE 6/SSPC-SP13, or ICRI 03732, Flui dT| """""""""""""" E
CSP 1-3. Surfaces should be thoroughly clean and dry. Concrete and AirN FI’ """"""""""""
mortar must be cured at least 28 days @ 75°F. Remove all loose A W s .
mortar and foreign material. Surface must be free of laitance, con- Atomization Pressure .. 60-65 psi

Fluid Pressure ............- 10-20 psi

crete dust, dirt, form release agents, moisture curing membranes,
loose cement and hardeners. Fill bug holes, air pockets and other
voids with a cement patching compound. Weathered masonry and
soft or porous cement board must be brush blasted or power tool
cleaned to remove loosely adhering contamination and to getto a Brush
hard, firm surface. Laitance must be removed by etching witha 10% BrUSH ..vvveeseeerenemranmeensanas Nylon/Palyester or Natural Bristle
muriatic acid solution and thoroughly neutralized with water. Reduction ......ceeeens Not recommended

Concrete and Masonry, Immersion Service:
For surface preparation, refer to SSPC-SP13/NACE 6, Section 4.31 | Roller

or4.3.2,0r ICRI 03732,CSP 1-3. COVET ceoeeeeeerersseerscsaeess 3/8" woven with phenolic core
Previously Painted Surfaces RedUCHON ...oovrrrerssrmenre NOt rECOMMENded

Ifin sound condition, clean the surface of all foreign material, Smooth,
hard or glossy coatings and surfaces should be dulled by abrading | |f specific application equipment is listed above, equivalent

the surface. Apply a test area, allowin aint to dry one week before : ;
testing adhesli?n)flf adhesion is poor.ggr if this ;:ryoducl altacks the equment may be subsHfuted.
previous finish, removal of the previous coating may be necessary. If
paintis peeling or badly weathered, clean surface to sound subslrate
and treat as a new surface as above.

ReduCtion ..coeeeiverearenres As needed up to 10% by volume
Requires oil and moisture separators

Epoxy 4.52A continued on back
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& MACROPOXY® 646-100

'Rl Marine FAST CURE EPOXY

SHERW’N k A B58-620 SERIES
WILLIAMS. Coatings l;ﬁfr B B58V620 HARDENER

APPLICATION BULLETIN

J PEeRFORMANGE TIPS

APPLICATION PROCEDURES

Stripe coat all crevices, welds, and sharp angles to prevent

Surface preparation must be completed as indicated.
early failure in these areas.

Mix contents of each component thoroughly with power agita- o .
tion. Make certain no pigment remains on the bottom of the | When using spray application, use a 50% overlap with each

can. Then combine one part by volume of Part A with one part | pass of the gun to avoid holidays, bare areas, and pinholes. If
by volume of Part B, Thoroughly agitate the mixture with power | necessary, Cross spray at a right angle

agitation. Allow the material to sweat-in as indicated prior to
application. Re-stir before using.

Spreading rates are calculated on volume solids and do not
include an application loss factor due to surface profile, rough-
ness or porosity of the surface, skill and technique of the ap-
plicator, method of application, various surface irregularities,
material lost during mixing, spillage, overthinning, climatic con-

mmended film thickness and spreading | ditions, and excessive film build.

If reducer solvent is used, add only after both components
have been thoroughly mixed, after sweat-in.

Apply paint to the reco

rate as indicated below:

Recommended Spreading Rate per coat: Excessive reduction of material can affect film build, appear-
Wet mils: 7.0-13.5 ance, and adhesion.
Dry mils: 5.0 - 10.0* _
Coverage: 116 - 232 q ftigal approximate | Do not mix previously catelyzed material with new.

NOTE: Brush or roll application may require multiple coats to achieve

maximum film thickness and uniformity of appearance. Do not apply the material beyond recommended pot life.

*See Recommended Systems
In order to avoid blockage of spray equipment, clean equip-

Drying Schedule @ 7.0 mils wet a d 50% RH:
v _g @@40::': @r-:,?gF ’ @ 100°F ment before use or before periods of extended downtime with
To touch: 4-5 hours 2 hours % hours | Reducer R7K111 or Oxsol 100.
To handle: 48 hours 8 hours 4% hours
To recoat: Tinting is not recommended for immersion service.
minimum: 48 hours 8 hours 4%, hours
CUT:’;(‘)T““ 3 months 3 months 3 months Use only Mil White for immersion service.
service: 10 days 7 days 4 days . .
immersion: 14 dazs 7 dazs 4 dafrs Quik-Kick Epoxy Accelerator is acceptable for use. See data

If maximum recoat time i exceeded, abrade surface before recoaing. page 4.99 for details.

Drying time is temperature, humidity and film thickness dependent.
Refer to Product Information sheet for additional performance

Pot Life: 10 hours 4 hours 2 hours characteristics and properties.
Sweat-in-time: 30 minutes 30 minutes 15 minutes

Application of coating above maximum or below minimum rec-
ommended spreading rate may adversely affecl coating per-

nece.
CLean UpINSTRUCTIONS .~ ~ SAFETY:PRECAUTIONS

Clean spills and spatters immediately with Reducer R7K111 | Refer to the MSDS sheet before use.

or Oxsol 100. Clean toofs immediately after use with Reducer

R7K111 or Oxsol 100. Follow manufacturer's safety recom- Published technical data and instructions are subject to change

mendations when using any solvent. without notice. Contact your Sherwin-Williams representative
: for additional technical data and instructions.




PropucT DESCRIPTION
ACROLON 218 HS acrylic polyurethanei
specifically for in-shop applications.
vides color and gloss retention for exterior exposure.

zinc primer and moisture curé urethane zinc primer)
. Color and gloss retention for exterior exposure
» Fastdry

maximurm film thickness and unifarmity of appearance.

Drying Schedule @ 6.0 mils wet @ 50% RH:
@50°F @TT°F

{reduced 5% with Reducer R7K15)

Sweat in Time: none none none
If maximum recoat time is exceeded, abrade surface before

recoating.

Shelf Life: PartA: 36 months, unopened
PartB: 12months, unopened
Store indoors at 40°F to 100°F

Flash Point: 55°F, Seta, mixed
Reducer/Clean Up: Spray Reducer R7K15

PRODUCT INFORMATION Revised 6/05
RECOMMENDED USES

s a VOC compliant, Specifically formulat

polyester modified, aliphatic, acrylic polyurethane formulated
Also suitable for indus- ronments such as:

i icati i ' t that pr
trial applications. A fast drying, high gloss urethane hat pro- S are and locomatives . Pipeiines

«+ Can be used direclly over organic zinc rich primers (epoxy | , Bridges

tions.
PropucT CHARACTERISTICS PERFORMANCE CHARACTERISTICS
Finish: High Gloss or Semi-Gloss System Tested: (unless otherwise indicated)
Substrate: Steel
Color: Wide range of colors available Surface Preparation: SSPC-SP10
1ct Macropoxy 646 @ 6.0 mils dft
Volume Solids: 65% + 2%, mixed, may vary by color 1 ct. Acrolon 218 HS Gloss @ 4.0 mils dft

Waight Solids: 8%+ 2% mived,mayvarybycolor | ethod: | ASTM D400, CS17 wheel, 1000 cycles, 1kgload

VOC (EPA Method 24): Unreduced: <300g/L; 2.5b/gal
mixed Reduced 10%:  <340glL; 2.81b/gal Method: ~ ASTMDA4541
Reduced 15%: <360g/L;3.0 ib/gal Result: 975 psi

Maximum

. . ) Method: ASTM D5834, 9 cycles, 3024 hours

Mix Ratio: 6:1 by volume, 1 gallonor 5gallonmixes | Result: Raling 10 per ASTM D618, for rusting
premeasured components Rating 10 per ASTM D714, for blistering
; Direct Impact Resistance: [

Recommended Spreading Ra coat:

il preadliig s parcos Method:  ASTM D2794

Dry mils: 3.0-6.0 Result: 50in. Ib.

Coverage: 175 - 346 sq f/gal approximate Dry Heat Resistance: '

NOTE: Brush or roll application may require multiple coats to ach

@120°F . .

To touch: 2 hours 30 minutes 20 minutes Eesult. Passes .2

To handle: 10 hours 6 hours 4 hours umidity Resistance:

Torecoat: Method: ASTM D4585, 100°F, 1500 hours
minimum: 12 hours 8 hours 6 hours Result: Rating 10 per ASTM D610 for rusting
maxmum: - 3months 3months 3months Rating 10 per ASTM D714 for blistering

To cure: 14 days 7 days 5 days Pencil Hardness:

Drying time is temperature, humnidity, and film thickness dependent. Method: ~ ASTM D3363
. Result: 3H
Pot Life: 4 hours 2 hours 45 minutes Salt Fog Resistance: ?

Brush/Roll Reducer#132, R7K132

5.22

ACROLON™ 218 HS
ACRYLIC POLYURETHANE

ParT A B65-600 GLOSS SERIES
PART A B65-650 SEMI-GLOSS SERIES
ParT B B65V600 HARDENER

N e

ed for in-shop applications. _ .
For use over prepared metal and masonry surfaces inindustrial envi-

+ Structural steel . Tank exteriors

Conveyors + Ships

Ofishore platforms - exploration and production
. Suitable for use in USDA inspected facilities
Conforms to AWWA D1 02-03, OCS #5&#6
Acceptable forusein high performance architectural applica-

Abrasion Resistance: 4

Result: 43mgloss
Adhesion:

Corrosion Weathering: ?

jeve | Method: ASTM D2485, Method A

Result: 200°F

Flexibility:

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

Method:  ASTMB417,7000 hours
Result: Rating 10 per ASTM D810 for rusting
Rating 9 per ASTM D714 for blistering

1 Finish coat only tested

2 Primer Zinc-Clad }i Plus
Intermediate Macropoxy 646
Finish Acrelon 218 HS

Meets the requirements of SSPC Paint No. 36, Level 3.

Polyurethane 5.22

continued on back
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ACROLON™ 218 HS
ACRYLIC POLYURETHANE

ParRT A B65-600 GLoss SERIES
PAarT A B65-650 SEmI-GLOSS SERIES
ParT B B65V600 HARDENER

PRODUCT INFORMATION

’/’/’_‘T_///—
/ SURFACE PREPARATION

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

I | f i
?{:f Macropoxy 646 @ 5.0 - 10.0 mils dft all oil, dust, grease, dirt, loose rust, and other foreign material
12 cts. Acrolon 218 HS Acrylic Polyurethane to ensure adequate adhesion.
@30-60 mils dfict Refer to product Application Bulletin for detailed surface prepa-
p p
Steel: ration information.
1ct.  Zinc Clad Il Plus @ 3.0 - 5.0 mils dft Mini G
" inimum recommended surface preparation:
1k Macropoxy 646 @ 5.0 - 10.0 mils dit 5 , 3 o mi
12 cts. Acrolon 218 HS Acrylic Polyurethane Iron & Steel: ﬁgpc SP6/INACE 3, 1-2 mils pro
@ 3.0 - 8.0 mils df/ct * Galvanizing: "SSPC-SP1
’ + Concrete & Masonry: SSPC-SP13/NACE 6, or JCRI
Steel: _ . . 03732, CSP 1-3
1ct. Zinc Clad IV @ 3.0- 50 mils aft * Primer required
1-2 cts. Acrolon 218 HS Acrylic Polyurethane
@ 3.0 - 6.0 mils dftict ! TINTING
Steel: Tint Part A with 844 Colorants.
1ot Corothane | - GalvaPac Zinc Primer . Extra white tints at 100% tint strength
@ 3.0 - 4.0 mils dft . Ultradeep base tints at 150% tint strength
1-2 cts. Acrolon 218 HS Acrylic Polyurethane s . i . . .
@ 3.0 - 6.0 mils dft/ct Eive minutes minimum mixing on & mechanical shaker IS
’ ’ required for complete mixing of color.
Steel: : : : T
Tot Epoxy Mastic Aluminum Il @ 6.0 mils dt AppLICATION CONDITIONS
1-2 cts. Acrolon 218 HS Acrylic Polyurethane Temperature: 40°F minimum, 120°F maximum
@ 3.0 - 6.0 mils dft/ct (air, surface, and material)
Al least 5°F above dew point
Steel: Relative humidity: 85% maximum

1ct Recoatable Epoxy Primer @ 4.0 - 6.0 mils dft

1-2 cts. Acrolon 218 HS Acrylic Polyurethane Refer to product Application Bulletin for detailed application

@3.0-6.0 mils dft/ct information.
Concrete/Masonry: ORDERING INFORMATION
1cl Kem Cati-Coat HS Epoxy Filler/Sealer . . ;
@ 10.0 - 20.0 mils dft Packagt.ng: 1 gallon mix: 5 gallon mix:
1.2 cls. Acrolon 218 HS Acrylic Polyurethane PartA: 86 gal 4.29 gal
@ 3.0-6.0 mis dftict Part B: - .14 gal 0.71 gal
(premeasured components)
Aluminum/Galvanizing: Weight per gallon: 1.2£0.2 Ib )
r " 'DTM Wash Primer @ 0.7 - 1.3 mis dit mixed, may vary with color
1-2 cts. Acrolon 218 HS Acrylic Polyuret ' : =y -
rylic Polyurethane. ~ SAFETY PRECAUTIONS

@ 3.0-6.0 mils dft/ct :
Refer to the MSDS sheet before use.

The systems listed above are re resentative of th duct Published technic_al data and instructions are subject to
A P € products | rhange without notice. Contact your Sherwin-WﬂliamsJ repre-

se. Othe i
u her systems may be appropriate. sentatlve for additional technical data and instructions.

DISCLAIMER ! WARRANTY

Thei . . The Sherwin-Williams Company warrants our roducts to ba free of manufactur-
b::g:‘:; ’::‘l];: sa::nr:jgtr:?tf:2?2?1”;3:1:;2?%-!2 ?ﬁi:ﬁ:’fﬁg ::z g';f:";'a ing defecls in accord with applicable Shemin-‘ﬂ?il]lams quality control procedures.
Such information and recommendations sel forth heraln are subjoct lo chI:ng): Ua'bllily for products proven defecive, f any, s limited to replacamenl of the
and pi_main to the product offered al the time of publication. Consull your :ngr:s’g:l:ﬁ;}l: esﬁf ’::16 ?’:’HI['IW £ “:B“é?r price‘-anid for the defactive
Shn:_nmn-\'\éllkan'l; raf:reséar:llat[iva 1o obtaln the most recent Product Dala Infor- | ANTEE OF ANY KIND!‘;S f\: AD?E- ay a&TISE‘RW'IN ,‘,l\,-lIELfI AN?SR R;;ggéggg %RR
malion an callon Bulletin. G :

PP IMPLIED, STATUTORY, BY OPERATION OF LAW OR OTHERWISE, INCLUD-
ING MERCHANTABILITY AND FITNESS FOR A PARTICULAR PURPOSE.
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Industrial |
ACROLON™ 218 HS

&
Marine ACRYLIC POLYURETHANE

[0
N
'wvg

ERWIN . PART A B65-600 GLOss SERIES
‘?&I’LL!AMS Coatlngs PART A B65-650 Semi-GLOSS SERIES
| . PART B B65V600 T —

APPLICATION BULLETIN Revised 6105
ApPLICATION CONDITIONS

40°F minimum, 120°F maximum
(air, surface, and material)
At least 5°F above dew point

SURFACE PREPARATION

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

Iron & Steel ‘
Remove all oll and grease from surface by Solvent Cleaning | Relative humidity: 85% maximum

per SSPC-SP1. Minimum surface preparation is Commercial
Blast Cleaning per SSPC-SPB/NACE 3. For better perform-
ance, use Near White Metal Blast Cleaning per SSPC-SP10/

NACE 2. Blast clean all surfaces using a sharp, angular aé:ra-

sive for optimum surface profile (1-2 mils). Prime any bare _

steel the same day as it is cleaned or before flash rusting APPLICATION EQUIPMENT

i The following is a guide. Changes in pressures and tip sizes

u s
Q]:nTt;Sena-lll oil, grease, dirt, oxide and other foreign material | may be needed for proper spray characteristics. Always purge
by Solvent Cleaning per SSPC-SP1. Primer required spray equipment before use with listed reducer. Any reduction
Galvanized Steel must be compatible with the existing environmental and ap-
Allow to weather a minimum of six months prior to coating. | plication conditions.
Solvent Clean per SSPC-SP1. When weathering is not pos-
sible, or the surface has been treated with chromates or sili- Reducer/Clean Up:

cates, first Solvent Clean per SSPC-SP1 and applyatestpatch. | Spray ....mmmneees Reducer R7K15
Allow paint to dry at least one week before testing adhesion. If Brush/ROM .....covverereeecnns Reducer #132, R7K132
adhesion is poor, brush blasting per SSPC-SP7 is necessary If reducer is used, reduce at time of catalyzation.

to remove these treatments. Rusty galvanizing requires a mini-
mum of Hand Tool Cleaning per SSPC-SP2, prime the area | ajjess Spray

the same day as cleaned of before flash rusting occurs. .
Poured Concrete PreSsure ...oesesseeseees 259.0. - 2800 psi
New HOSE vereerrcrnsrererincesnrs 3/8"ID

TIP wrecreassrmmsmsmiississanssss .013"-.017"

For surface preparation, refer to SSPC-SP13/NACE 6, or ICRI X
03732, CSP 1-3. Surfaces must be clean, dry, sound and offer |  Filter
sufficient profile to achieve adequate adhesion. Minimum | Reduction....ceers
substrate cure is 28 days at 75°F. Remove all form release
agents, curing compounds, salts, efflorescence, laitance, and | Conventional Spray

other foreign matter by sandblasting, shotblasting, mechani- Gun Binks 95
cal scarification, or suitable chemical means. Refer to ASTM Cap
D4260. Rinse thoroughly to achieve a final pH between 8.0 |  Atomization Pressure .. 50 - 70 psi

and 10.0. Allow to dry thoroughly prior to coating. Fluid Pressure " 00-25 si

old TESSUTE 1rovvreer

Surface preparation is done in much the same manner as Reduction .....c.ccoeeeeeees As needed up to 15% by volume
new concrete, however, if the concrete is contaminated with

oils, grease, chemicals, etc., they must be removed by clean- Brush
ing with a strong detergent. Refer to ASTM D4258. Form Brush
release agents, hardeners, elc. must be removed by sand-
blasting, shotblasting, mechanical scarification, or suitable
chemical means. |f surface deterioration presents an unac- Roller

60 mesh
As needed up to 15% by volume

............................ Natural Bristie
Reduction .........coeemeeees As needed up to 15% by volume

ceptably rough surface, Kem Cati-Coat Epoxy HS Filler/Sealer (070 17[<] GV 3/8" woven with phenolic core

is recommended to patch and resurface damaged concrete. RedUCHON 1vvveecvesesicrensee As Needed up to 15% by volume
Fill all cracks, voids and bugholes with Steel Seam VSE

Always follow the standard methods listed below: If specific application equipment is not listed above, equiva-
ASTM D4258 Standard Practice for Cleaning Concrete. lent equipment may be substituted.

ASTM D4259 Standard Praclice for Abrading Concrete.
ASTM D4260 Standard Practice for Etching Concrete.

ASTM F1869 Standard Test Method for Measuring Moisture
Vapor Emission Rate of Concrete.

SSPC-SP 13/Nace 6 Surface Preparation of Concrete.

ICRI 03732 Concrete Surface Preparation

Polyurethane 5.22A continued on back
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AppLICATION PROCEDURES
Surface preparation must be completed as indicated.

Mix contents of each component thoroughly with power agita-
tion, Make certain no pigment remains on the bottom of the
can. Then combine six pars by volume of Part A with one part
by volume of Part B (premeasured components). Thoroughly
agitate the mixture with power agitation. Re-stir before using.

If reducer is used, add only after both components have been
thoroughly mixed.

Apply paint at the recommended film thickness and spread-
ing rate as indicated below:

Recommended Spreading Rate per coat:

wet mils: 45-9.

Dry mils: 3.0-86.0

Coverage: 175 - 346 sq ft/gal approximate
NOTE: Bmshorrollappﬁmlionmayrequirenmltiplamatstoadﬂsvem:dwm
film thicknessand uniformityofappearance.

Drying Schedule @ 6.0 mils wet @ 50% RH:
50°F

@77°F @ 120°F
To touch: 2 hours 30 minutes 20 minutes
To handle: 10 hours 6 hours 4 hours
To recoat:
minimum: 12 hours 8 hours G hours
maximum: 3 months 3 months 3 months
To cure: 14 days 7 days 5 days
Pot Life: 4 hours 2 hours 45 minutes
(reduced 5% with Reducer R7K15)
Sweat in Time: none none nane

Application of coating above maximum or below minimum
recommended spreading rate may adversely affect coating
performance.

APPLICATION BULLETIN

PERFORMANCE TIPS

Stripe coat all crevices, welds, and sharp angles to prevent
early failure in these areas.

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

Spreading rates areé calculated on volume solids and do not
include an application loss factor due to surface profile, rough-
ness or porosity of the surface, skill and technique of the ap-
plicator, method of application, various surface irregularities;
material lost during mixing, spillage, overthinning, climatic
conditions, and excessive film build.

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

Do not apply the material beyond recommended pot life.
Do not mix previously catalyzed material with new.

In order to avoid blockage of spray equipment, clean equip-
ment before use or before periods of extended downtime with

Reducer #15, R7TK15.

Mixed coating is sensitive to water. Use water traps in all air
lines. Moisture contact can reduce pot life and affect gloss

and calor.

E-Z Roll Urethane Defoamer is acceptable for use. See data
page 5.99 for details.

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

CLEAN UP INSTRUCTIONS

SAFETY PRECAUTIONS

Clean spills and spatters immediately with Reducer #132,
R7K132. Clean tools immediately after use with Reducer #132,
R7K132. Follow manufacturer's safety recommendations
when using any solvent.

Refer to the MSDS shest before use.

Published technical data and instructions are subject to
change without notice. Contact your Sherwin-Williams repre-
sentative for additional technical data and instructions.

DiSCLAIMER.

WARRANTY

=1

The information and recommendations sel forth in this Product Dala Sheetare
based upon lests conducted by oron behall of The Sherwin-Williams Company.
Such Information and recommendations sat forth herein are subject to change
and ‘pertain to the product offered at the lime of publication. Consult your
Sherwin-Williams representative to oblain the mast recen! Product Data Infor-
mation and Application Bulletin.

The Sherwin-Willlams Company warrants our products to be free of manufactur-
ing defecls in accord with applicable Sherwin-Williams quality control procedures.
Liabllity for producls proven defective, if any, Is limited lo replacement of the
defective product or the refund of the purchase price paid for the defactive
product as determined by Sherwin-Williams. NO OTHER WARRANTY CR GUAR-
ANTEE OF ANY KIND IS MADE BY SHERWIN-WILLIAMS, EXPRESSED OR
IMPLIED, STATUTORY, BY OPERATION OF LAW OR OTHERWISE, INCLUD-
ING MERCHANTABILITY AND FITNESS EOR A PARTICULAR PURPOSE.
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Revised 6/06

PropucT DESCRIPTION

HI-MIL SHER-TAR EPOXY is a high build, polyamide cur_ed,
epoxy coal tar coating, which can be applied at high film thick-

ness in one coat.

RECOMMENDED USES

For use over prepared substrates such as steel and concrete
in industrial environments.

+ Penstocks . Liner for clarifiers

» Dam gates . Marine applications
. Petroleum storage tanks . Offshore drilling rigs
+ Heavy duty structural coating

. Non-potable water tank and pipe coating

. Acceptable for use with cathodic protection systems

PERFORMANCE CHARACTERISTICS

Volume Solids: 68% + 2%, mixed

Weight Solids: 77% 2%, mixed

VOC (calculated): Unreduced: . <340g/L;2.8 Ib/gal
mixed Reduced 25%: <430 g/L; 3.59 ot}

gal

Mix Ratio: 2 corponents, premeasured 3:1

4 gallons mixed

Recommended Spreading Rate per coat:

Wet mils: 24.0 - 35.0
Dry mils: 16.0 - 24.0
Coverage: 45 - 68 sq fi/gal approximate

NOTE: Brush or roll application may require multiple coals to achieve
maximum film thickness and uniformity of appearance.

Drying Schedule @ 29.0 mils wet @ 50% RH:
) @ 50°F

@ 77°F @ 100°F
To touch: 10 hours 8-10 hours 2 hours
To handle: 48 hours 48 hours 6 hours
To recoat:
minimum: 24 hours 16 hours 8 hours
maximum: 72 hours 48 hours 16 hours
To cure: 7 days 7 days 7 days
Pot Life: 6 hours 4 hours 1 hour
Sweat-in-Time: 1 hour 30 minutes 15 minutes

{f maximum recoat time is exceeded, abrade surface before recoating.
Drying time is temperature, hurmidity, and film thickness dependent.

ShelfLife: 12 months, unopened
Store indoors at 40°F to 100°F.
Flash Point: 110°F PMCC, mixed

Reducer/Clean Up: Reducer #54, R7K54

PropucT CHARACTERISTICS
Finish: Semi-Gloss System Tested: (unless otherwise indicated)
Substrate: Steel
Color: Black Surface Preparation: SSPC-SP6

1ct Hi-Mil Sher-Tar @ 20.0 mils dft

Abrasion Resistance:

Method:  ASTM D4060, CS17 wheel, 1000 cycles, 1 kg load
Result: 101 mg loss

Adhesion:

Method: ASTM D4541

Result: 600 psi

Direct Impact Resistance:

Method: ASTM D2794

Result: >80 in. lbs.

Dry Heat Resistance:

Method: ASTMD2485

Result:  350°F ’

Flexibility:

Method: ASTM D522, 180° bend, 1" mandrel
Result:  Passes

Moisture Condensation Resistance:

Method:  ASTM D4585, 100°F, 1000 hours
Result:  No failure

Pencil Hardness:

Method: ASTM D3363

Result:  4H

Salt Fog Resistance:

Method: ASTM B117, 1000 hours

Result:  Excellent

Sea Water Immersion:

Method: ASTM D870 2 years

Result:  No blistering, cracking, or rusting
Water Vapor Permeability:

Method: ASTM D1653

Result:  0.021 perm-in.

Wet Heat Resistance:
Method: Non-immersion
Result: 120°F

Provides performance comparable to products formulated to
federal specifications: DOD-P-23236A (SH) Class 2. (Re-
places MIL-P-23236) Type 1, Class 2, SSPC-Paint 16.

Epoxy 4.71
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PRODUCT INFORMATION

RECOMMENDED SYSTEMS

SURFACE PREPARATION

Concrete or Steel, atmospheric or immersion:
1ct Hi-Mil Sher-Tar Epoxy @ 16.0 - 24.0 mils dft

Concrete or Steel, atmospheric or immersion:
o cts.  Hi-Mil Sher-Tar Epoxy @ 8.0 - 12.0 mils dft/ct

Steel, zinc rich primer, atmospheric only:.
1ct. Zinc Clad |l Plus @ 3.0 - 5.0 mils dft
1cl Hi-Mil Sher-Tar Epoxy @ 16.0 - 24.0 mils dft

Steel, atmospheric only (Optional Epoxy Primer):
1ct. Recoatable Epoxy Primer @ 4.0 - 6.0 mils dft
1.ct. Hi-Mil Sher-Tar Epoxy @ 16.0 - 24.0 mils dft

Aluminum, atmospheric only:
1 ct. Hi-Mil Sher-Tar Epoxy @ 16.0 - 24.0 mils dft

~ Galvanized Metal, atmospheric only:
1 ct. Hi-Mil Sher-Tar Epoxy @ 16.0 - 24.0 mils dft

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

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

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

Minimum recommended surface preparation:

Iron & Steel: ) .
Atmospheric: SSPC-SPB/NACE 3, 2 mil profile
Immersion: SSPC-SP10/NACE 2, 4 mil profile
Aluminum: Brush Blast, 2 mil profile
Galvanizing: Brush Blast, 2 mil profile

Concrete Masonry:

Atmospheric: SSPC-SP 13/NACE 6, or ICRI
03732, CSP 1-3
Immersion: SSPC-SP 13/NACE 6-4.3.1 or
4.3.2., or ICRI 03732, CSP 1-3
_ TINTING
Do not tint.
ApPLICATION CONDITIONS
Temperature: 50°F minimum, 120°F maximum

(air, surface, and material)
At least 5°F above dew point

Relative humidity: 90% maximum

Refer to product Application Bulletin for detailed application
information.

~ ORDERING INFORMATION

Packaging: 4 gallons mixed
PartA: 3 galions in a 5 gallon container
Part B: 1 gallon

Weight per gallon: 10.3 £ 0.2 b, mixed
| SaFETY PRECAUTIONS

Refer to the MSDS sheet before use.

Published technical data and instructions are subject to
change without notice. Contact your Sherwin-Williams repre-
sentative for additional technical data and instructions.

DISCLAIMER

WARRANTY

The information and recommendations st forlh in this Product Dala Sheel are
based upon tests conducted by or on behalfof The Sherwin-Williams Company.
Such informallon and recammaer sel forth harein are subjoct to change
and pertain to the produc! offerad at the time of publicalion. Consull your
Sherwin-Williams representative lo obtain the most recent Product Data Infor-
mation and Application Bulletin.

The Sherwin-Williams Company warrants our products lo be free of manufaclur-
Ing defects in accord wilh applicable Sherwin-Willlams quality control procedtures.
Liability for products proven defective, if any, is limited lo replacement of the
defective product or the refund of the purchase price paid for the detective
product as determined by Sherwin-Willlams. NO OTHER WARRANTY OR GUAR-
ANTEE OF ANY KIND IS MADE BY SHERWIN-WILLIAMS, EXPRESSED OR
IMPLIED, STATUTORY, BY OPERATION OF LAW OR OTHERWISE, INCLUD-
ING MERCHANTABILITY AND FITNESS FOR A PARTICULAR PURPOSE.
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HI-MIL SHER-TAR® EPOXY

Marine
ParRT A B69B40 Brack

SHERWIN. .
VVH.UAMS. Coatlngs ParTB B60V40 HARDENER

APPLICATION BULLETIN Revised 606

~ APPLIGATION CONDITIONS

SURFACE PREPARATION

50°F minimum, 120°F maximum
(air, surface, and material)
At least 5°F above dew point

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

all oft, dust, grease, dirt, loose rust, and other foreign material
to ensure adequate adhesion.
Iron & Steel (atmospheric service) Relative humidity: 90% maximum
Remove all oil and grease from surface by Solvent Cleaning
per SSPC-SP1. Minimum surface preparation Is Commercial
Biast Cleaning per SSPC-SPBINACE 3. For belter perform-
ance, use Near White Metal Blast Cleaning per SSPC-SP10/
NACE 2. Blast clean all surfaces using a sharp, angular abra- AppLICATION EQUIPMENT
sive for oplimum surface profile (2 mils). Prime any bare steel . . - .
the same day as it is cleaned or before flash rusting occurs. The following is a guide. Changes in pressures and tip sizes
may be needed for proper spray characteristics. Always purge
spray equipment before use with listed reducer. Any reduction
must be compliant with existing VOC regulations and com-
patible with the existing environmental and application condi-

Iron & Steel (immersion service)

Remove all oil and grease from surface by Solvent Cleaning
per SSPC-SP1. Minimum surface preparation is Near White | P
Metal Blast Cleaning per SSPC-SP10/NACE2. Blast clean all | tions.

surfaces using a sharp, angular abrasive for optimum sur-

face profile (4 mils). Remove all weld spatter and round all Reducer/Clean Up .......... Reducer #54, R7K54
sharp edges by grinding. Prime any bare steel the same day
as it is cleaned or before flash rusting occurs.

Airless Spray
Prassure .o.ceeoeereeceeeees 2500 - 3000 psi

Galvanized SteellAIuminum H'OSG ............... 3/8" - 1/2" D
Tip .o 031"

Allow to weather a minimum of six months prior o coating.
Remove all oil and grease from surface by Solvent Cleaning
per SSPC-SP1 (recommended solvent is VM&P Naphtha).
Lightly brush blast per SSPC-SP 7 to provide a 2 mil profile.

RedUCHON ...vereeecrennnnn. As Needed up to 25% by volume

Conventional Spray (bottom feed tank recommended)
Concrete Gu_n ............................... Binks 95
For surface preparation, refer to SSPC-SP13/NACE 6, or ICRI Fluid Nozzle..

03732, CSP 1-3. All surfaces must be cured according to the Air Nozzle 63PB.
supplier's recommendations. Remove all form release and | Atomization Pressure ... 60 psi

curing agents by sandblasting, shot blasting, mechanical | Fluid Pressure .............. 40 psi
scarification, or suitable chemical means. Fill all cracks, voids Reduction .....coeeverene As needed up to 26% by volume
and bugholes with Steel Seam VSE. Concrete must be free of
molsture as much as possible (moisture seldom drops be- Brush
BIUSH voveeeecmsinnransasnanens Natural Bristle

low 15% In concrete). Test for moisture or dampness by tap-
ing an 18 inch by 18 inch plastic sheet (4 mils thick) on the
bare surface, sealing all of the edges. After a minimum of 16

Not recommended

hours, inspect for moisture, discoloration, or condensation | Roller
on the concrete or the underside of the p|aSﬁC. If moisture is COVAL .eceremssnssnmnenanes 3/8" - 1/2" woven with phenolic core
RedUCtioN .oceceeeemsesvanses Not recommended

present, the source must be located and the cause corrected

prior lo painting. Brush blasting required for immersion ser- . o
If specific application equipment is not listed above, equiva-

vice.
lent equipment may be substituted.

Epoxy 471A continued on back
24




Industrial
&

4.71A

Marine HI-MIL SHER-TAR® EPOXY
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APPLICATION BULLETIN

APPLICATION PROGEDURES

PERFORMANCE TIPS

Surface preparation must be completed as indicated.

Mix contents of each component thoroughly with power agita-
tion. Make certain no pigment remains on the bottom of the
can. Then combine three parts by volume of Part A with one
part by volume of Part 8. Thoroughly agitate the mixture with
power agitation, Allow the material lo sweat-in as indicated.
Re-slir before using.

If reducer solvent is used, add only after both components
have been thoroughly mixed, after sweat-in.

Apply paint at the recommended film thickness and spread-
ing rate as indicated below:

Recommended Spreading Rate per coat:

Wet mils: 24.0-35.0

Dry mils: 16.0 - 24.0

Coverage: 45 - 68 sq ft/gal approximate
NOTE: Brush or rall application may require multiple coals to achieve
maximum film thickness and uniformity of appearance.

Drying Schedule @ 29.0 mils wet @ 50% RH:
@ 50°F T77°F @ 100°F
To touch: 10 hours 8-10 hours 2 hours
To handle: 48 hours 48 hours 6 hours
To recoat:
minimum; 24 hours 16 hours 8 hours
maximum: 72 hours 48 hours 16 hours

To cure: 7 days 7 days 7 days
Pot Life: 6 hours 4 hours 1 hour
Sweat-in-Time: 1 hour 30 minutes 15 minutes

If maximum recoat time is exceeded, abrade surface before recoating.
Drying time is temperature, humidity, and film thickness dependent.

Application of coating above maximum. or below minimum
recommended spreading rate may adversely affect coating
performance.

Stripe coat all crevices, welds, and sharp angles to prevent
early failure in these areas.

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

Spreading rates are calculated on volume solids and do not
include an application loss factor due lo surface profile, rough-
ness or porosity of the surface, skill and technique of the ap-
plicator, method of application, various surface irregularities,
material lost during mixing, spillage, overthinning, climatic
canditions, and excessive film build.

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

Do not apply the material beyond recommended pot life.
Do not mix previously catalyzed material with new.

In order to avoid blockage of spray equipment, clean equip-
ment before use or before periods of extended downtime with
Reducer #54, RTK54.

Coating must be fully cured before placing into immersion
service.

Holiday Detection: For systems <20 mils, use a wet sponge-
type detector such as KD Bird Dog or equivalent equipment
per manufacturer's recommendation. For systems >20 mils,
use high voltage holiday detectors. Test only cured coating,
as solvent entrapment in fresh films may provide false read-
ings.

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

_ CueanUpINsTRUCTIONS |

- SAFETY PRECAUTIONS

Clean spills and spatters immediately with Reducer #54,

R7K54. Clean tools immediately after use with Reducer #54,
R7K54. Follow manufacturer's safety recommendations when
using any solvent.

Refer to the MSDS sheet before use.

Published technical data and instructions are subject to
change without notice. Contact your Sherwin-Williams repre-
sentative for additional technical data and instructions.

DISCLAIMER

WARRANTY

The informalion and recommendations set forth in {his Product Data Sheet are
based upon lests conducted by or on behalf of The Sherwin-Williams Company.
Sueh information and recommondations set farth horoin are subject lo chango
and pertain to the product offered at lhe lime of publication, Censull your
Sherwin-Williams representative to obtain the most recent Praduct Data Infor-

mation and Application Bulletin.

The Sharwin-Williams Company warrants our products 1o be free of manufactur-
ing defects In accord with applicable Sharwin-Williams quality control procedures.
Liability for producls proven defactive, if any, is limited to replacement of lhe
defective product or the refund of the purchase price paid for the defective
product as determined by Sherwin-Williams. NO OTHER WARRANTY OR GUAR-
ANTEE OF ANY KIND 1S MADE BY SHERWIN-WILLIAMS, EXPRESSED OR
IMPLIED, STATUTORY, BY OPERATION OF LAW OR OTHERWISE, INCLUD-
ING MERCHANTABILITY AND FITNESS FOR A PARTICULAR FURPOSE.
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PRODUCT INFORMATION
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FAST CURE EPOXY

B58WX610 MLt WHITE
B58LX600 LicHT BLUE
B58VX600 HARDENER

Revised 7/06

PropucT DESCRIPTION

RECOMMENDED USES

I S 57 e = e
MACROPOXY 646 NSF FAST CURE EPOXY is a high solids, high
puild, fast drying, polyamide epoxy certified by NSF to Standard 61 as
a tank lining for potable water storage tanks. The high solids content
ensures adequate protection of sharp edges, COImers, and welds.

. As aninterior tank lining for potable storage water tanks
of 1,500 gallon minimum tank size with standard cure and 100 gal-
jon minimum tank size, 15 interior pipe - forced cure***

+ Conforms to AWWA D102-031CS#1,#2,and #5,and OCS #5™™"

. Suitable for use with cathodic protection systems

~Refer to respective systems

PERFORMANCE CHARACTERISTICS

Volume Solids: 72% + 2%, mixed

Weight Solids: 85% + 2%, mixed
<250 g/L; 2.08 Ib/gal

Unreduced:
<300 g/L; 2.50 Ib/gal

VOC (EPA Method 24):
Reduced 10%:

mixed
Mix Ratio: 1:1 by volume
Recommended Spreading Rate per coat:
Standard AWWA
Wel mils: 7.0-13.5 42-83
Dry mils: 5.0 - 10.0° 3.0-6.0
Coverage: 116 - 232 192 - 384

NOTE: brush or roll application may require multiple coats o achieve
maximum film thickness and uniformity of appearance:

* See Recommended Systems on reverse side

Drylng Schedute @ 7.0 mils wet and 50% RH:

@ 40°F @T7°F @ 100°F

To louch: 4.5 hours 2 hours 1% hours
Jo handle: 48 hours 8 hours 4% hours
To recoat:

minimum: 48 hours 8 hours 4% hours

maximurm: 3 months 3 months 3 months
Cure for

immersion: 14 days 7 days 4 days

¥ maximum recoat time is exceeded, scarify surface before recoating.
Drying time is temperature, humidity and film thickness dependent.

For Potable Water Servlice, allow a minimum cure time of 7 days at
77°F prior to placing in service. Sterilize and rinse per AWWA C652.

Pot Life: 10 hours 4 hours 2 hours

Sweat-in-time: 30 minutes 30 minutes 15 minutes

Shelf Life: 36 months, unopenad
Store indoors at 40°F to 100°F
Flash Point: 60°F, TCC, mixed

Reducer/Clean Up: Reducer, R7K15

L

PropucT CHARACTERISTICS
Finish: Semi-Gloss System Tested: (unless otherwise indicated)
Substrate: Steel
Color: Mill White and Light Blue Surface Preparation: SSPC-SP10
Macropoxy 646 NSF Fast Cure Epoxy @ 6.0 mils dft

1ct

Abrasion Resistance:
ASTM D4060, CS17 wheel, 1000 cycles, 1 kg load

Method:

Result: 84 mg loss
Adhesion:

Method: ASTM D4541
Result: 1,037 psi

Corrosion Weathering, Zinc Clad Il Plus Primer:

Method:  ASTM D5894, 36 cycles, 12,000 hours

Result: Rating 10 per ASTM D714 for blistering
Raling 9 per ASTM D&10 for rusting

Direct Impact Resistance:

Method: ASTMD2794 -

Result: 30in. Ib.

Dry Heat Resistance:

Method: ASTM D2485

Result: 250°F

Flexibility:

Method: ASTM D522, 180° bend, 3/4" mandrel
Result: Passes

Humidity Resistance

Method: ASTM D4585, 6000 hrs

Resull: No blistering, cracking, or rusting

Immersion:

Method: 1 year fresh and salt water

Result: Passes, no rusting, blistering, or loss of adhesion
Pencll Hardness:

Method: ASTM D3363

Result: 3H

Permeability Rating:
Methed: ASTMD1653
Result: 0.154 mgfem?

Epoxy coatings may darken or discolor following application and curing.

Epoxy 4.56
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PRODUCT INFORMATION

RECOMMENDED SYSTEMS

SURFAGE PREPARATION

Immersion, Steel:

*AWWA D102-03: Inside Coating System No. 1
(minimum AWWA DFT 8.0 mils)

Y ot. Macropoxy 846 NSF @ 3.0 mils dft

1 ¢t. Macropoxy 646 NSF @ 5.0 ‘mils dit

*AWWA D102-03: Inside
%minimum AWWA DFT 12.0
ct. Macropoxy 646 NSF

1 ct. Macropoxy 646 NSF
1 ot Macropoxy 646 NSF
*AWWA D102-03: Inside Coating System No. 3
gminimum AWWA DFT 10.0 mils)
ct. Zinc Clad Il LV or Plus @é 2.0 mils dft

1 ct. Macropoxy 646 NSF 0 mils dft
1 ct. Macropoxy 646 NSF @ 5.0 mils dft

*AWWA D102-03: Inside Coatinz@System No. 5

Coating System No. 2
mils)

2.0 mils dft

4.0 mils dft

5.0 mils dft

(minimum AWWA DFT 10.0 mils )
1 ct. Corothane | Galvapac NSF @ 2.0 mils dft
2 cts. Macropoxy 646 NSF @ 4. mils dft/ct

Steel, forced cure (100 gallon minimum tank size):
2 cts. Macropoxy 646 NSF @ 5.0 - 6.0 mils dft/ct
+12 mils maximum film thickness*Curing requirements

+Flash 2 hours @ 75°F
«24 hours @ 150°
24 hours @ 75°F

Atmospheric, Steel:

*AWWA D102-03: Qutside Coating System No. 5
(minimum DFT 6.0 mils)

1 ct. Macropoxy 646 NSF % 2.0 mils dft

1 ct. Macropoxy 646 NSF @ 2.0 mils dft

1 ¢t Acrolon 218HS @ 2.0 mils dft

*AWWA D102-03: Outside Coating System No. 6
(minimum DFT 6.0 mils}) i

1 ct. Corothane | GalvaPac NSF @ 2.0 mils dft

1 ct. Macropoxy 646 NSF @ 2.0 mils dift

1 of. Acrolon 218HS @ 2.0 mils dft

Concrete/Masonry, smooth:
2 cts.Macropoxy 646 NSF @ 3.0 - 6.0 mils dft/ct

Refer to NSF.org for maximum dft restrictions

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

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

to ensure good adhesion. _
Refer to product Application Bulletin for detailed surface prepa-

ration information.

Minimum recommended surface preparation:

Iron & Steel

Atmospheric: SSPC-SP2/3

Immersion: SSPC-SP10/NACE 2, 2-3 mil profile
Concrete & Masonry

immersion: SSPC-SP13/NACE 6-4.3.1 ord4.3.2,

or\CRI103732, CSP 1-3

TINTING

BE

Do not Tint

APPLICATION CONDITIONS

40°F minimum, 110°F maximum
(air, surface, and material)

At least 5°F above dew point
85% maximum

Temperature:

Relative humidity:

Refer to product Application Bulletin for detailed application
information.

ORDERING: INFORMATION

Packaging:
PartA: 1 and 5 gallon containers
PartB: 1 and 5 gallon containers

1271021b

Weight per gallon:
mixed, may vary by color

SAFETY PRECAUTIONS

Refer to the MSDS sheet before use and application bulletin
before use.

The Sherwin-Williams Company warrants cur products to be free of manufactur-
ing defacts in accord with applicable Sherwin-Williams quality control pracedures.

- DISCLAIMER:

The information and recommendations set forth In this Product information
Sheet are based upon tests conducted by or on behalf of The Sherwin-Willlams
Company. Such informatlon and recommendations set forth hereln are subject
to change and pertain to the product offered at the time of publication. Consult
your Sherwin-Williams representative lo obtain the most recent Producl Data
Information and Applicalion Bulletin.

| Liability for products proven defeclive, if any, is limited to replacement of the

dafective product or the refund of the purchase price paid for the defective
product as determined by Sherwin-Williams. NO OTHER WARRANTY OR GUAR-
ANTEE OF ANY KIND IS MADE BY SHERWIN-WILLIAMS, EXPRESSED OR
IMPLIED, STATUTORY, BY OPERATION OF LAW OR OTHERWISE, INCLUD-
ING MERCHANTABILITY AND FITNESS FOR A PARTICULAR PURPOSE.

120




Industrial
&

4.56A

MACROPOXY® 646 NSF

FAST CURE EPOXY

Marine o1 PART A B58WX610 MiLL WHITE
. PART A B58LX600 LiGHT BLUE
WILLIAMS. Coatings PART B B58VX600 HARDENER

APPLICATION BU LLETIN Revised 7/06

SURFACE PREPARATION

APPLICATION CONDITIONS

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

Carbon Steel, Inmersion Service:

Clean and degrease the surface prior to abrasive blasting
per SSPC-SP 1 Solvent Cleaning. Methods described in
SSPC-SP 1 include solvents, alkali, detergent/water,
emulsions, and steam. The surface shall be abrasive
blasted to SSPC-SP10/NACE No. 2 Near-White Blast
Cleaning with a 2 - 3 mil profile. The anchor pattern shall
be sharp with no evidence of a polished surface. The
finished surface shall be free of all visible oil, grease, dust,
dirt, mill scale, rust, coating, oxides, corrasion products,
and other foreign matter with no more than 5% staining.
After blasting, all dust and loose residue should be
removed from the surface by acceptable means. Coat
steel the same day as it is prepared and prior to the
formation of rust.

Iron & Steel, Atmospheric Service:

Minimum surface preparation is Hand Tool Clean per SSPC-
5P2. Remove all oil and grease from surface by Solvent Clean-
ing per SSPC-SP1. For better performance, use Commercial
Blast Cleaning per SSPC-SPB/NACE 3, blast clean all sur-
faces using a sharp, angular abrasive for optimum surface
profile (2 mils). Prime any bare stee! within 8 hours or before
flash rusting occurs.

Ductile ron, Immersion Service:
Refer to National Assaciation of Pipe Fabricators Surface
Preparations Standard NAPF 500-03 as follows:

a. NAPF 500-03-01 “Solvent Cleaning”

b. NAPF 500-03-02 “Hand Tool Cleaning’

c. NAPF 500-03-03 “Power Tool Cleaning”

d. NAPF 500-03-04 “Abrasive Blast Cleaning of
Ductile Iron Pipe".

Concrete and Masonry, Inmersion Service:
Decontamination of the concrete surface requires the
removal of oils, grease, wax, fatty acids and other contami-
nants and may be accomplished by the use of detergent
scrubbing with a Sherwin-Williams cleaner and degreaser,
low pressure water cleaning (less than 5,000 psi), steam
cleaning, or chemical cleaning.The preferred methods for
creating a surface profile, including the removal of dirt,
dust, laitance and curing compounds, is abrasive biasting
or scarifying to achieve an ICRI surface equivalent to
CSP1-3. See ICRI Technical Guideline No. 03732 for
additional information.

Previously Painted Surfaces:
If in sound condition, clean the surface of all foreign
material. Scarify the surface to create the desired surface
profile. Apply coatings on a test area, allowing paint to dry
one week before testing adhesion. If adhesion is poor, or if
this product attacks the previous finish, removal of the

4 a

Temperature: 40°F minimum, 110°F maximum
(air, surface, and material)
At least 5°F above dew point

Relative humidity: 85% maximum

ApPLICATION EQUIPMENT

The following is a guide. Changes in pressures and lip sizes
may be needed for proper spray characteristics. Always purge
spray equipment before use with listed reducer. Any reduclion
must be compliant with existing VOC regulations and com-
patible with the existing environmental and application condi-
tions.

Reducer/CleanUp ........... Reducer R7K15
Airless Spray
PUMP ceeiceririenrimireiiees 30:1

PressUre covveeceeecsnreeenee 2800 - 3000 psi

HOSE ©vevveeenreseeerciareneanees 1/4" ID

TID aommmsrereaesamepmssipsiiinsst 017" - 023"

FIEr wvvrecececiivrsninnnne 60 mesh

Reduction ..ccueeeeennines As needed up to 10% by volume
Brush

BrUSH +oovovriivseessssienneenn: Nylon/Polyester or Natural Bristle

Reduction....... - As needed up to 10% by volume
Roller

(070]V/-1 g —— 3/8" woven with phenolic core

As needed up to 10% by volume

Recommended Spreading Rate per coat:

Standard AWWA
Wet mils: 42-83 42-83
Dry mils: 3.0-6.0" 3.0-6.0
Coverage: 192 - 384 192 - 384

sq ft/gal approximate

*See recommended systems on product information page

If spepiﬂc application equipment is not listed above, equiva-
lent equipment may be substituted.

Epoxy 4.56A
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Industrial ®
& MACROPOXY® 646 NSF
. =il FAST CURE EPOXY
Marine NSF/ANSI61 PARTA B58WX610 ll\—ﬂILLV\éHITE
- B58LX600 GHT BLUE
Coatings gigg B58VX600 HaoENER

APPLICATION BULLETIN
AppLICATION TIPS

APPLICATION PROCEDURES
| Surface preparation must be completed as indicated.

Stripe coat all crevices, welds, and sharp angles to prevent

Mix contents of each component thoroughly with power agitation. ( |
early failure in these areas.

Make certain no pigment remains on the bottormn of the can. Then
combine one part by volume of Part A with one part by volume of
Part B. Thoroughly agitate the mixture with power agitation.
Allow the material lo sweat-in as indicated prior to application.
Re-stir before using.

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

if reducer solvent is used, add only after both components have

been thoroughly mixed, after sweat-in. Spreading rates are calculated on volume solids and do

not include an application loss factor due to surface profile,
rough-ness or porosity of the surface, skill and technigue
of the applicator, method of application, various surface
irregularities, material lost during mixing, spillage, over

Apply paint to the recommended film thickness and spreading rate as

indicated below:

Recommended Spreading Rate per coal:
S

tandard AWWA egu . \ 10 ' ¢
Wet mils: 7.0-135 42-83 thinning, climatic conditions, and excessive film build.
Dry mils: 5.0-10.0* 3.0-6.0°
Coverage: 116 -232 192 - 384 Excessive reduction of material can affect film buitd,

NOTE: brush or roli application may require multiple coats to achieve appearance, adhesion and NSF 61 Approval.

maximum film thickness and uniformity of appearance. i ) . i
Do not mix previously catalyzed material with new.
* See Recommended Systems on reverse side i
Drying Schedule @ 7.0 mils wet and 50% RH: Do not apply the material beyond recommended pot life.
@ 40°F @77°F

@ 100°F . §

To touch: 4-5 hours 9 hours 1Y% hours In order to avoid blockage of spray equipment, clean

To handle: 48 hours 8 hours 4% hours equipment before use or before periods of extended

To recoat: downtime with Reducer R7TK15.

minimum; 48 hours 8 hours 4% hours
i gl 3 months S mantis 3 months Tinting is not recommended for immersion service.
immersion: o ) .
14 days 7 days 4 days Quik-Kick Epoxy Accelerator is acceptable for atmospheric use.

Do not use Quik-Kick Epoxy Accelerator for immersion ser-
vice when NSF certification is required. \

If maximum recoat time is exceeded, scarify surface before
recoating.

Drying time is temperature, humidity and film thickness dependent.

For Potable Water Service, allow a minimum cure time of 7days
at 77°F prior to placing in service. Sterilize and rinse per AWWA

Holiday Detection: Use a wet sponge-type detector such as
KD Bird Dog or equivalent equipment per manufacturer's rec-
ommendation. Test only cured coating, as solvent entrapment

ce52.

Pot Life:
Sweat-in-time:

in fresh films may provide false readings.

2 hours
15 minutes

4 hours
30 minutes

10 hours
30 minutes
Refer to Product Information sheet for additional performance

Application of coating above maximum or below minimum recom- characteristics and properties.
mended spreading rate may adversely affect coating perfor-

mance.

0 SAFETY PRECAUTIONS

CLeAN Up INSTRUCTIONS iy
Refer to the MSDS sheet before use.

Clean spills and spatters immediately with Reducer R7K15.
Clean tools immediately after use with Reducer R7K15.

DisCLAIMER

WAR

The Sherwin-Willlams Company watrants our products to be free of manufactur-
ing defects In accord with applicable Sherwin-Willams quallty control procedures.
Liabllity for products proven defective, If any, Is limited lo replacement of the
defective product or the refund of the purchase price paid for the defective
product as determined by Sherwin-Williams. NO OTHER WARRANTY OR GUAR-
ANTEE OF ANY KIND 1S MADE BY SHERWIN-WILLIAMS, EXPRESSED OR
IMPLIED, STATUTORY, BY OPERATION OF LAW OR OTHERWISE, INCLUD-
ING MERCHANTABILITY AND FITNESS FOR A PARTICULAR PURPOSE.

The information and recommendations sel forth in this Praduct Data Sheel are
pased upon lesis conducted by or on behall of The Sherwin-Williams Company.
Such information and recommendations set forth herein are subject lo change
and pertain lo the product offered at the time of publication. Consult your
Sherwin-Williams representative to obtain the most recent Product Data Infor-
mation and Application Bulletin.
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2.43

Industrial
i . SILVER-BRITE® HI-HEAT
SHERWIN Coatinas RESISTING ALUMINUM PAINT
Yy Loating 053
PRODUCT INFORMATION Revised 4/05
ProbucT DESCRIPTION Recommenpep Uses

SILVER-BRITE HI-HEAT RESISTING ALUMINUM PAINT is
a ready-to-use high heat resisting paint for interior exposures
providing heat resistance up to 700°F.

+ Heat reflective
- Maintains "Sheen"
+ Resists discoloration

For use over prepared steel surfaces in normal and high tem-
perature (up to 700°F) interior environments.

» Interior exposures
+ Hot steel surfaces such as:
Furnaces
Piping
Boilers
Stills
Stacks
Industrial Mufflers

PERFORMANGE' CHARACTERISTICS

PropucT CHARACTERISTICS
Finish: Aluminum Sheen
Color: Aluminum

Volume Solids: 20% + 2%

Weight Solids: 32% = 2%

VOC (EPAMethod 24): <620 g/L; 5.20 Ib/gal

Recommended Spreading Rate per coat:

Wet mils: 20-25
Dry mils; 0.4 - 0.5 (critical)
Coverage: 640 - 760 sq ft/gal approximate

Drying Schedule @ 2.0 mils wet @ 50% RH:

@>50°F @77°F @100°F
To touch: 4 hours 2-3 hours 30 minutes
To recoat: 18 hours 10 hours 3 hours
To cure: 12 days 10 days 3 days

Drying time is temperature, humidity, and film thickness dependent.

+ Brilliant aluminum appearance
+ Heat reflective

+ Dry heat resistant to 700°F

Maintains "sheen”
- Resists discoloration
+ Long term interior protection against fumes and moisture.

+ Designed to be applied to cool, clean steel surface.

Shelf Life: 36 months, unopened
Store indoors at 40°F to 100°F,
Flash Point: 100°F, PMCC
Reducer: Not recommended
Clean Up: Mineral Spirits, R1K4
Alkyd 243 continued on back
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SHERWIN Coatings

WiLLIAMS.

2.43
LVER-BRITE® HI-HEAT

RESISTING ALUMINUM PAINT

B59S3

PRODUCT INFORMATION

RECOMMENDED SYSTEMS

SURFACE PREPARATION

Steel, interior, up to 700°F: ‘
2 cts.  Silver-Brite Hi-Heat Resisting Aluminum Paint

@ 0.4 - 0.5 mils dft/ct

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

to ensure adequate adhesion.

Réferto product Application Bulletin for detailed surface prepa-
ration information.

Minimum recommended surface preparation:
Iron & Steel, below 500°F: SSPC-SP6

Iron & Steel, above 500°F: SSPC-SP10
0.5 - 1.0 mils profile

TINTING
Do not tint.
B APPLICATION CONDITIONS
Temperature: 50°F minimum, 120°F maximum

(air, surface, and material) .
At least 5°F above dew point

Relative humidity: 85% maximum

Refer to product Application Bulletin for detailed application
information.

ORDERING INFORMATION
Packaging: 1 and 5 gallon containers
Weight per gallon: 750+021b
" SAFETY PRECAUTIONS

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

Refer to the MSDS sheet before use.

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

‘DISCLAIMER!

WARRANT

The information and recommendations set forth in this Producl Data Sheel are
based upon lests conducted by or an behall of The Shenvin-Williams Company.
Such information and recommandations set forth harain are subjoct e ehange
and pertain lo the product offerad at the lime of publication. Consult your
Sherwin-Williams representative to obtain the most recent Product Data Infor-
mation and Application Bulletin.

The Sherwin-Williams Company warrants our producls to be free of manufactur-
ing defects in accord with applicable Sherwin-Williams quality control procedures.
Liability for products proven defective, it any, is limited to replacement of the
dafective producl or the refund of the purchase price paid for the defective
product as determined by Sherwin-Willlams. NO OTHER WARRANTY OR GUAR-
ANTEE OF ANY KIND IS MADE BY SHERWIN-WILLIAMS, EXPRESSED OR
IMPLIED, STATUTORY, BY OPERATION OF LAW OR OTHERWISE, INCLUD-
NG MERCHANTABILITY AND FITNESS FOR A PARTICULAR PURFOSE.
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Industrial 2.43A

;’f‘naﬁne SILVER-BRITE® HI-HEAT
RESISTING ALUMINUM PAINT

SHERWIN Coatings
WILLIAMS. S50

APPLICAT'ON BULLET'N Revised 4/05

SURFACE PREPARATION AprPLICATION CONDITIONS
Surface must be clean, dry, and in sound condition. Remove | Temperature: 50°F minimum, 120°F maximum
all oil, dust, grease, dirt, loose rust, and other foreign material (air, surface, and material)

to ensure adequate adhesion. At least 5°F above dew point
Iron & Steel, atmospheric service, below 500°F Relative humidity: 85% maximum

Remove all oil and grease from surface by Solvent Cleaning
per SSPC-SP1. Minimum surface preparation is Commercial
Blast Cleaning per SSPC-SP6. For better performance, use
Near White Metal Blast Cleaning per SSPC-SP10. Blast clean
all surfaces using a sharp, angular abrasive for optimum sur- APPLICATION EQUIPMENT
face profile (0.5-1.0 mil maximum). Coat any bare steel the
same day as it is cleaned or before flash rusting occurs.

The following is a guide. Changes in pressures and tip sizes
may be needed for proper spray characteristics. Always purge
spray equipment before use with listed reducer. Any reduction
must be compliant with existing VOC regulations and com-
patible with the existing environmental and application condi-

Iron & Steel, atmospheric service, above 500°F
Remove all oil and grease from surface by Solvent Cleaning
per SSPC-SP1. Minimum surface preparation is Near White

Metal Blast Cleaning per SSPC-SP10. Blast clean all surfaces | tions.
using a sharp, angular abrasive for optimum surface profile
(0.5-1.0 mil maximum). Coat any bare steel the same day as Reducer.........cccccouvenenn, Not recommended
it is cleaned or before flash rusting occurs.
CleanUp .........ceurur....... Mineral Spirits, R1K4
Airless Spray
Pressure ...vceveeeeveenene 2000 psi
HOSE oo, 1/4" 1D
TIP sisssissnosiasssmnisivasienisn: 015"
Conventional Spray
L€ 1] S Binks 95
Fluid Nozzle................... 63C
AirNozzle........cccoveeeeee, 63PB
Atomization Pressure .. 60 psi
Fluid Pressure ............. 20 psi
Brush
Brush.......ceeeesirinnnnn.. Natural Bristle
Roller
Cover....ccccevivccviinnnennnnn. 1/4" woven with phenolic core

If specific application equipment is not listed above, equiva-
lent equipment may be substituted.

Alkyd 2.43A continued on back
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Industrial
arine SILVER-BRITE® HI-HEAT
T coctngs  RESISTING ALUMINUM PAINT

APPLICATION BULLETIN

APPLICATION PROCEDURES PERFORMANCE TIPS

Stripe coat ali crevices, welds, and sharp angles to prevent
early failure in these areas.

Surface preparation must be completed as indicated.

Lightly stir before use. Do not shake with mechanical shaker or
overly agilate, as a dull, nonuniform, mottied appearance will result. When using spray appiication use a 50% overlap with each
pass of the gun to avoid holidays, bare areas, and pinholes. If

For best resulls, apply o a cool surface between 50°F -100°F. As the :
necessary, cross spray at a right angle.

temperature rises sufficiently to burn off the vehicle, the aluminum
fuses to the surface, becoming an integral part of the metal, Do not

use a metal primer. Spreading rates are calculated on volume solids and do not

) ) - include an application loss factor due to surface profile, rough-
Apply in a thin, even coat, carefully following the coverage and fim | ness or porosity of the surface, skill and technique of the ap-
?B“ri‘;e’;iz:’e‘?zz‘:al‘:?hsé C‘;‘gﬁ;&:’;";‘; ?ﬁ%fé%&ﬂﬁ@?;ﬁﬂ plicator, method of application, various surface irregularities,
of the aluminum paint binder, causing "pop-ups"” in the paint film. Allow mate.r!al lost during m!xlng. splilgge, overthinning, climatic
the first coat to dry 10-12 hours before applying the second coat. conditions, and excessive film build.
In order to avoid blockage of spray equipment, clean equip-
ment before use or before periods of extended downtime with
Mineral Spirits, R1K4.

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

Recommended Spreading Rate per coat:

Wet mils: 20-25 ° o
Dry mils: 0.4 - 0.5 (critical) For best results, apply to a coo! surface between 60 F -90°F.
Coverage: 640 - 760 sq ft/gal approximate .
Do not apply at greater than 0.5 mils dft/ct.
Drying Schedule @ 2.0 mils wet @ 50% RH:

@50°F @T7T7°F @100°F Refer to Product Information sheet for additional performance
To touch: 4 hours 2-3 hours 30 minutes characteristics and properties.
To recoat: 18 hours 10 hours 3 hours
To ture: 12 days 10 days 3 days

Drying time is temperature, humidity, and film thickness dependent.

Special care should be exercised while using this product for maxi-
mum performance. Film thickness and surface preparation are criti-
cal. Be especially concerned at lap areas and when using airless
spray. Excessive film thickness will cause blistering and peeling.
Insufficient film thickness may lead to premature rusting of the sur-

face.

Application of coating above maximum or below minimum recommended
spreading rate may adversely affecl coating performance.

CLeAN Up'INSTRUCTIONS |

Clean spills and spatters immediately with Mineral Spirits, R1K4. Clean | Refertothe MSDS sheet before use.
tools immediately after use with Mineral Spirits, R1 K4. Follow
manufacturer's safety recommendations when using any solvent.

| S_AFETY PRECAUTIONS

Published technical data and instructions are subject to change with-
out notice. Contact your Sherwin-Williams representative for addi-
tional technical data and instructions.

DiSCLAIMER ! WARRANTY

. . . , The Sherwin-Williams Company warranls our producls lo be free of manufaclur-
IQ:;TS;T:'If:uagg"rg‘f&:’g‘::gfgg“‘fe:::ffgf?nl: g‘r":ﬂ;“mhg fr:: g:ﬁft ?1"3 ing defects in accard with applicable Sherwin-Williams quality contral procedures.
SueRi : } - pany. | |iability for products proven defeclive, if any. is limited to replacement of the
uch information and racommendations set forth hereln are subject to change | 4oeohue nraduct or the refund of the purchase price ald for the defective
and pertain lo the product offared at the fime of publication. Consult yaur product as determined by Sharwin-Will NO OTHER W&RRAN‘[Y OR GUAR
She.rwin-WIIIiams representalive to obtain the most recent Product Data Infor- | AnTEE OF ANY KIND 5;5 MADE BY aSTlFERWIN-WILLI AMS. EXPRESSED OFE
mation and Application Bulletin, IMPLIED, STATUTORY, BY OPERATION OF LAW OR OTHERWISE, INCLUD-
ING MERCHANTABILITY AND FITNESS FOR A PARTICULAR PURPOSE.
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BLACK & VEATCH

101 North Wacker Drive, Suite 1100 Black & Veatch Corporation
Chicago, lllinois 60606 USA

Tel:  312-346-3775
Fax; 312-346-4781

City of Geneva B&V Project 137804.511
Geneva Drinking Water Treatment Facility File G1.60

Joey Metzloff, Project Manager
Williams Brothers Construction Inc.
P.O. Box 1366

Peoria, IL 61654-

Shop Dwg No. 080C - Protective Coatings Date In 29-Mar-07
Spec or Drawing No. 09940 Date Out 10-Apr-07

General Comments:

1. Note: Per 3-7, concrete surfaces to be coated with epoxy enamel shall be filled with epoxy concrete
filler and surfacer so that a continuous film is obtained, except where concrete is dampproofed with epoxy
enamel.

Item No. Subject Review Status
1 Protective Coatings Exceptions Noted
Comments:

1. System C2 (on pg 5 of submittal): Per 2-2.02, provide Sherwin Williams Armorseal
1000HS, nonskid epoxy enamel for concrete floors and curbed areas. Macropoxy 646 is not
acceptable for floors and curbed areas.

Engineer's review of drawings and data submitted by Contractor covers only general conformity to the
Drawings and Specifications, external connections, and dimensions which affect the layout. Engineer's
review does not indicate a thorough review of all dimensions, quantities, and details of the material,
equipment, devices, or item shown. Engineer's review shall not relieve Contractor of Contractor's
responsibility for errors, omissions, or deviations in the drawings and data, nor of the Contractor's sole
responsibility for compliance with the Contract Documents.

Very truly yours,

cc. Mr. Mike Martens - 1 copy
Mr. Carl Goforth - 1 copy
File - 2 copies



CITY OF GENEVA
GENEVA DRINKING WATER TREATMENT FACILITY
BLACK & VEATCH PROJECT NO. 137804

WILLIAMS BROTHERS CONSTRUCTION, INC.

PEORIA, IL 61654
WB SUBMITTAL NO. / REVISION 80C
SPECIFICATION REFERENCE 09940
DRAWING REFERENCE
TYPE OF SUBMITTAL.:

SHOP DRAWING
(:| 0&M MANUAL

I ELECTRONIC O&M MANUAL

CHECKED / REVIEWED BY: Joey Metzloff DATE: 3/28/07
BUILDING / STRUCTURE: ALL
EQUIPMENT / MATERIAL: Protective Coatings
VARIANCES / DEVIATIONS:
NOTES:
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City of Geneva, Tllinois Water Treatment Plant

Section 09940
Simon Watt

Surface Description

System A2-F

Iron and steel components of the silo stiuctures exposed to view in intetior locations,
including shell, support members, access ladder and safety cage, etc. Cast iron, carbon
steel and stainless steel piping inside buildings, including valves, fittings, flanges, bolts
supports and previously ptimed galvanized surfaces. Supports and miscellaneous metal
for equipment handling corrosive chemicals indoor.

>

Surface Preparation Description

X - Selvent SSPC-SP1

- Other
Coating DFT (mils) | Manufacturer and Product
Shop primer (1dentify product/type)
Touch up 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
Intermediate 10.0 mils Sherwin Williams Macropoxy 646 (BS8 series)
;'(i):itsh coat 10.0-mils Sherwin Williams Macropoxy 646 (B35$ series)
Total system 20.0 mils Not less than minimum thickness specified

Notes: (Attached if needed)

Project: City of Geneva, WTP

Coatings Manufacturer: Sherwin Williams Initials_fé
Painting Applicator. Simon Watt Initials@d p

Black & Veatch | Coating System Data Sheet Fig 2-09940




City of Geneva, Illinois Water Treatment Plant
Section 09940
Simon Watt

Surface Description System A6-F

Non-galvanized structural and miscellaneous steel exposed to view or to the elements in
exterior locations. Cast iron and steel piping above grade exposed to elements and to
outdoor view, including valves, fittings, flanges, bolts, supports, and previously primed
galvanized surfaces. Also, supports and misc. metal for equipment handling corrosive
chemicals (outside) All iron and steel components of the silo structure in exterior
locations.

Surface Preparation Description

X - Solvent SSPC-SP1

- Other
Coating DFT (mils) | Manufacturer and Product -
Shop primer (identify product/type)
Touch up 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)

Intermediate 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
coat

Finish coat 6.0 mils Sherwin Williams Acrolon 218HS (B65 series)

Total system 16.0 mils Not less than minimum thickness specified

Notes: (Attached if needed)
Touch up will be Macropoxy 646 10.0 mils along with top coating with 6.0 mils of
Acrolon 218HS.

Project: City of Geneva, WTP
Coatings Manufacturer: Sherwin Williams Initi_alséfgm
Painting Applicator: Simon Watt InitialsA/”

Black & Veatch | Coating System Data Sheet Fig 2-09940




City of Geneva, Illinois Water Treatment Plant

Section 09940

Simon Watt

Surface Description

System A10-F

All metal harness anchorage for buried piping. Miscellaneous castings including
manhole covers, steps and rings that are primed. Cast iron and steel piping in manholes,
wet wells, and similar locations, including valves, fittings, flanges, bolts, supports and

accessories.

Surface Preparation Description

X - Solvent SSPC-SP1

- Other
Coating | DFT (mils) | Manufacturer and Product -
Shop primer (identify product/type)
Touch up 25.0 mils Sherwin Williams HI mil Sher Tar Epoxy
Intermediate 25.0 mils Sherwin Williams HI mil Sher Tar Epoxy
lc?(i)t?itsh coat 25.0 mils Sherwin Williams HI mil Sher Tar Epoxy
Total system 50.0 mils Not less than minimum thickness specified

Notes: (Attached if needed)

Covers all scenarios for A10-f

Project: City of Geneva, WTP
Coatings Manufacturer: Sherwin Williams
Painting Applicator: Simon Watt

Im'tials/%/?

InitialsTé{’rf

Black & Veatch

| Coating System Data Sheet

Fig 2-09940




City of Geneva, lllinois Water Treatment Plant

Section 09940
Simon Watt

Surface Deseription

Systemn C2

Whete indicated on drawings (including Chem Feed Room and CIP Area — coordinate
with room finish schedule on sheet A34, walls adjacent to corrosive chemical storage
and feed equipment.

Surface Preparation Description

- Solvent SSPC-SP1
- Ferrous Metal Non immersion SSPC-SP6
- Ferrous Metal Immersion
- SSPC-SP10
- SSPC-SP5
X - Other - Concrete SSPC-SP13

L

Coating DFT (mils) | Manufacturer and Product

First Coat 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
(primer)

Second Coat 10.0 mils Sherwin Williams Macropoxy 646 (B358 series)
Third Coat

Total system 20.0 mils Not Iess than minimum thickness specified

Notes: (Attached if needed.)

Project: City of Geneva, WTP ]
Coatings Manufacturer: Sherwin Williams Initials €
Painting Applicator: Simon Watt Initials Vo

Black & Veatch

| Coating System Data Sheet

__Pig 1-09940




City of Geneva, Illinois Water Treatment Plant
Section 09940
Simon Watt

Surface Description System C2

Where indicated on drawings, (including Chem Feed Room and CIP Area — Coordinate
with room finish schedule on sheet A34 and section 09880), floors and curbed areas
adjacent to corrosive chemical storage and feed equipment.

Surface Preparation Description
- Solvent SSPC-SP1
- Ferrous Metal Non immersion SSPC-SP6
- Fetrous Metal Immersion
- SSPC-SP10
- SSPC-SPs
X - Other - Concrete SSPC-SP13

| Coating DFT (mils) | Manufacturer and Product
First Coat 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)
(primer)

Second Coat 10.0 mils Sherwin Williams Macropoxy 646 (B58 series)

Third Coat

Total system 20.0 mils Not less than minimum thickness specified

Notes: (Attached if needed.)
Floors to receive different product per pgs 10 and 16 of 09940

Project: City of Geneva, WTP

Coatings Manufacturer: Sherwin Williams Initials / A
Painting Applicator; Simon Watt Initials £
Black & Veatch | Coating System Data Sheet Fig 1-09940




City of Geneva, Illinois Water Treatment Plant
Section 09940
Simon Watt

Surface Description System E5

All metal surfaces unless otherwise specified, which will be submerged or buried, all or
in part, including valves, but excluding piping laid in the ground.

Surface Preparation Description

- Solvent SSPC-SP1
- Ferrous Metal Non immersion SSPC-SP6
- Ferrous Metal Immersion
X - SSPC-SP10
- SSPC-SP5
- Other - Concrete SSPC-SP13

Coating DFT (mils) | Manufacturer and Product
First Coat 10.0 mils Sherwin Williams Macropoxy 646 NSF (B58 series)
(primer)

Second Coat 10.0 mils Sherwin Williams Macropoxy 646 NSF (B58 series)

Third Coat 10.0 mils Sherwin Williams Macropoxy 646 NSF (B58 series)

Total system 30.0 mils Not less than minimum thickness specified

Notes: (Attached if needed.) For immersion. Product not to be tinted.

Project: City of Geneva, WTP
Coatings Manufacturer: Sherwin Williams Initials_ﬂ é /
Painting Applicator: Simon Watt Initials { y

Black & Veatch | Coating System Data Sheet Fig 1-09940
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PRODUCT INFORMAT!ON

Revlsad 3/07

‘PRoDUCT BEacmmon

Recommenoep Uses

potyamide epoxy classified by UL to ANSINSF 61 as a tank lining for
potable water slorage tanka, The high solids content ensures ad-
equate protection of sharp edges, comers, and welds,

MACROPOXY 846 PW EPOXY is a high solids, high bulld, fast drying,

« As aninterior tank lining for potable water storage tanks
of 1,600 gallon minimum tank size.
= Conforms o AWWAD102-03 ICS#1, #2, and #5, and OCS #5*
+ Suitable for use with cathodic protection systems
***Reafer to respactive systems

Volume Solids: 72% % 2%, mixed

Walght Sollds: 85% t 2%, mixed

vac {EPA Method 24): Unredliced: <250 ¢/L; 2.08 Ibigal
mixed Reduced 10%: <300 g/L; 2.50 ib/aal

Mix Ratla: 1:1 by volume

Racommended Spreading Rate per coat:

Standard AWWA
Walt mils: 7.0-135 42-80.3
Dry miis: 5.0- 10.0¢ 3.0-6.0*
Covergga: 116 - 232 192 - 384

NOTE: brush or roll application. may raquire multiple coats to achisve
maximum film thickness and unlformity of appearance.

“ 8se Recommeanded Systems on reverse side

Drylng Schedule @ 7.0 mils wet and 50% RH:
@ 40°F @QT7°F @ 100°F

Jo touch: 4-5 hours 2 hours 1% hours
To handle; 48 hours 8 hours 4% hours
To recoat:

minmum: 48 hours 8 hours 4% hours

maximum: 3 months 3 months 3 months
Curs for

Immersion; 14 days 7 days 4 days

if maximum recoat thme is exceeded, scarify surface before recoaling.
Dryingtime is temperature, humidity and film thickness dependsnt.
For Potabla Wator Service, allow a minimum cura tive of 7 days at

T7°F prior to placing In service. Sterilize and rinse par AWWA CB52.
Pot Life: 10 howrs 4 hours 2 hours
Sweati-In-time: 30 minutes 30 minutes 15 minutes
Shelf Life: 36 months, unopened

Store indoors at 40°F to 100°F
Flash Poing; $1°F, TCC, mixed

Reduger/Clean Up: Reducer, R7K15

" PRODUCT CHARACTERISTICS _PERFoRMANGE CHARACTERISTICS

Finlsh: Sem|-Glpss System Tested; (unless otherwise indlcated)
Substrate: Steel

Color; Milt White and Light Blue Surface Preparstion: S8PC-8P10

1 at. Macropoxy 646 PW Fast Cure Epoxy @ 6.0 mils dft

Ahragion Resistance:

Mathod:  ASTM 04080, C517 wheel, 1000 oycles, 1 kg load
Result: 84 mg loss

Adhaslon:

Method:  ASTM D4541

Result: 1,037 psl

Corrosion Waeathering, Zinc Clad U Plus Primer:

Method:  ASTM D5884, 36 cycles, 12,000 hours

Resull: Rating 10 per ASTM D714 for blistering
Rating 8 per ASTM D610 for rusting

Diract linpact Resistance:

Method; ASTM D2794

Rasult: 30in. {6,

Dry Heat Resistance:

Method:  ASTM DZ485

Result; 250°F

Flaxibllity:

Mfethod:  ASTM D522, 180° bend, 3/4° mandrel
Result; Passes

Humldity Resistance
Methed:  ASTM D4585, 6000 s
Result: No blistering, cracking, or rusting

Immerslon: Gaivapac/2 cts Macropxy 646 FW)

Method: 5 year potable water

Result: Rating 10.per ASTM D610 for Rusting

Result: Rating 10 Per ASTM D714 for Blistering
Immerajion:

Method: 18 manths fresh and salt watsr

Result: Pasges, no tusting, bllstering, or foss of adhasion

Pencli Hardness:
Msthod: ASTM D3363
Result: 3H

Water Vapor Permeance;
Method:  ASTM D1653, Method B
Result: 1.18 grains/ day

Epoxy coalings may darken or disccior foflowing application and curing.

Epoxy 4.56

continued on hack
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LESEE  Marine  vmaou POTABLE WATER EPOXY
SHERWMT C atl gmﬁ B58W£(610 MiLe White
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PRODUCT INFORMATION

RECOMMENDED SYSTEMS

‘SuRrrace PREPARATION

Immersion, Steal;
“AWWA D102-03: lnslda c::anng System No. 1

{minimum AWWA DFT 8.0 mils

1 ct, Macropoxy 846 PW @ 3.0 mils dft

1 ct. Macropoxy 646 PW @ 5.0 mils dft
*AWWA D102-03: Inslide Coatln System Na, 2
{minimum AWWA DFT 12.0 mils

1 ct. Macropoxy 6846 PW @ 3.0 mils dft

1 ct. Macropoxy 646 PW @ 4.0 mils dit

1 ct, Macropoxy 646 PW @ 5.0 mils dft

*AWWA D102-03: Inside Coating System No. 3
gmmirnum AWWA DFT 10.0 mil s?
ct. Zinc Clad Il LV or Plus @ 2.0 mils dft
1 ct. Macropoxy 6846 PW .0 mils dft
1 ct. Macropoxy 646 PW @ 5.0 mils dft

*AWWA D102-03: Inside Coating System No. 5
(minimum AWWA DFT 10.0 mils

1 ct. Corothane | Galva'gac PW @ 2.0 mils dft

2 cts. Magcropoxy 646 PW @ 4.0 mils dft/ct

Steel, forced cure (100 a’allon minimum tank size):
2 cts. Macropoxy 64 .0 mils dft/ct
*12 mils maximum ﬂm thicl ness-Cunng requirements
*Flash 2 hours 5°F
24 hours @ 160°
*24 hours @ 75°F

Atmospheric, Steel:
*AWWA D102-03: Qutside Coating System No, 5

(minimum DFT 6.0 mils)
1 ct. Macropoxy 646 PW @ 2.0 mils dft
2.0 mils dft

1 ct. Macrop ox¥ 646 PW
1 ci. Acrolon 218HS @ 2.0 mils dft

“AWWA D102-03; Qutside Coating System No. &
{minimum DFT 6.0 mils)

1 ct. Corothane | GalvaPac PW @ 2.0 mils dift

1 ct. Macrop ox¥ 646 PW @ 2.0 mils dft

1 ct. Acrolon 216HS @ 2,0 mils dft

Concrete/Masonry, smooth;
2 ¢ts.Macropoxy 646 PW @ 3.0 - 6.0 mils dft/et

Refer fo UL..com for maximum dft restrictions

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

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

Refer to product Application Bulletin for detailed surface prepa-

ration Information,
Minimum recommendad surface preparation:
Iron & Steel
Atmospherlc: S8PC-8P2/3
Immersion: SSPC-SP1O/NACE 2, 2-3 mil profile
Concrete & Masonry
Immerslon: SSPC-8P13/NACE 6-4.3.1 0r4.3.2,
or ICRI 03732, C&P 1-3
TINTING
Do not Tint

AppLicaTioN CONDITIONS

40°F minimum, 110°F maximum
(alr, surface, and material)

At least 6°F gbove dew point
85% maximum

Temperature:

Relative humidity:

Refer to product Application Bulletin for detailed applicatian
Information.

ORDERING INFORMATION

Packaging:
PartA: and S gatlon containgars
PariB: 1 and 5 gallon containers

1272021Ib
mixed, may vary by color

Weight per gallon:

Sarery Precautions

Refer to the MSDS sheet before use and app'licatlon bulletin
before use.

WARRANTY

DiscLAMER

|| Liabllity for products proven defectiva, If sny, is limiled lo replacement-of the

The Information and mcommendations sel forth in this Produet information
Shent ara based upon lasls canducted by or an behalf of Tha Sherwin-Williams
Corapany. Such Information and recommendalions set forth harein are subject
1o change and perlain lo fhe product offered al the lime of publication. Consult
your Sherwin-Willlams representative te oblain the most recent Product Data
Information and Application Bullalin.

-{ dafaclive product or the refund of (he purchase price paid for the defective
| ANTEE OF ANY KIND IS MADE BY SHERWIN-WILLIAMS, EXPRESSED OR

The Sherwin-Willlama Cnmpaﬂy warrants our products lo be free of manufactur-
Ing defects in accord with applicable Shenuln-Williams quality control procedures,
product as determined by Shervdn-Willlams. NO OTHER WARRANTY QR GUAR-

IMPLIED, STATUTORY, BY OPERATION OF LAW OR OTHERWISE, INGLUD-
ING MERCHANTABILITY AND FITNESS FOR A PARTICULAR PURPOSE.
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APPLICATION BULLETIN

APPLICATION PROCEDURES

3

- Appricarion Tips

Stirface preparation must be completed @s Indlcated,

Mix contents of each component thoroughly with powar agitation.
Make certain rie pigmant remaliis on the bottom of the can. Then
combine one part by volume of Part A with one part by voluma of
Part B.- Thoroughly agltate the mixture with power agltation.
Allaw the materlal to sweat-In as Indicated prior to application.
Re-stir before using.

If reducer solvent is uged, add only after both companents have
been thoroughly mixad, after sweat-in. ’

; ﬂ Int te the recommended film thickness and spreading rate as
fw Vg% below: ' ) ¥ :
Recommended Spreading Rate per coat:

Standard AWWA
Watmlis: 7.0-138 4.2-83
Drymils: 5.0-10.0" 3.0-80"
Coverage; 116 - 232 192 - 384

NOTE: brush or roll application may require multiple coats to achisve
maximum film thicknesa and uniformity of appearance.

* See Recommended Systems on revarse side
Drying Schedule @ 7.0 mils wet and 50% RH:
@40°F T1°F ,

100°F
To touch: 4-5 hours hours 1% hours
To handle: 48 hours 8 hours 4% hours
To racoat;
misimum: 48 hours 8 hours 4Y2 hours
maximum: 3 months 3 manths 3 moanths
Cura for
Immersion:
14 days 7 days 4 days

If maximum racoat {ima Is excesdad, scarify surface before
tecoallng.

Drying time is temperature, humidity and fifm thickness dependent
For Potable Water Service, sllow a minimum cure time of 7days
al T7°F prior to placing in service. Sterllize and rinse per AWW,
CB52. ’

Pat Life: 10 hours 4 hours 2 hours
Sweat-in-time: 30 minutes 30 minutes 15 minutes
Application-of coating above maximum or below minimum recom-

mended spreading rate may adversely affect coating perfor-
mance.

Stripe coat all crevices, weids, and sharp angles fo prevent
early failure in these areas.

When usitig epray applicatian, use a 50% averlap with
each pass of tha gun fo avoid holidays, bare areas, and
pinholes. If necessary, cross spray at a right angle

Spreading rates are calculated on volume solids and do
not include an application loss factor dus to surface profile,
rough-ness or porosity of the surface, skill and technigue
of the applicator, method of application, various surface
irregularities, material lost during mixing, spillage, over
thinning, chimatle condifions, and excessive fiim bulld.

Excessive reduction of material can affect film build,
appearance, adhesion and UL ANSI/ NSF 81 approval,

Do not mix previously catalyzed material with new.

Do not apply the material bayond recommended pot life.

In order to avoid blockage of spray equipmant, clgan
equipment before use or before periods of extendad
downtime with Reducer R7K15,

Tinting is not recommended for immersion service,
Quik-Kick Epaxy Accelerator is accaptable for atmospheric use.

Po not use Quik-Kick Epoxy Acceleratar for immersion ser-
vice when UL certification is required.

Hollday Detectlon: Use a wel sponge-type deteclor such as
KD Bird Dog or equivalent equipment per manufaclurer's rec-
.ommendation. Test only cured coafing, as solvent entrapment
In fresh films may provide false readings.

Refer to Product information sheet for addltionat performance
characteristics and properties.

CLeaN Up INSTRUCTIONS,

'SAFETY PRECAUTIONS

Clean spills and spatters immediately with Reducer R7K15.

Clean tools immediately. after use with Reducer R7K15,

Refer to tha MSDS shget before use.

DiscLAIMER

The information and recommendations set forth in this Product Data Sheet are
baged upon tests condugled by or on behall of The Sherwin-Willisms Company.
Such information and recommendalions sef forlh herein are subject o change
and pertain to the product offered at the lime of publication. Consull your
Shemwin-Willlars rapresenialive to obtaln the most recent Product Data Infar-
mation end Appfication Bulletin,

The Sherwin-Willlams Company warrants our products o be free of manufaciur-
Ing defacls In accord with applicable SherwinsWilllame quality control proceduras.
Liabllly for products proven defective, If any, s limitad to raplacament of the
defeclive product or the refund of the purchase price paid for the defective
product as determined by Sharwin-Willlams. NO OTHER WARRANTY OR GUAR-
ANTEE OF ANY KIND 1S MADE BY SHERWIN-WILLIAMS, EXPRESSED OR
IMPLIED, STATUTORY, BY OPERATION QF LAW OR OTHERWISE, INCLUD-
ING MERCHANTABILITY AND FITNESS FOR A PARTICULAR PURPOSE.
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 SURrAcE PreramATION

~ APPLICATION BULLETIN

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

be sharp with no evidence of a polished surface. The
finished surface shall be free of all visible oil, grease, dust,
dirt, mill scale, rust, coating, oxides, corrosion products,
-and other foreign matter with no more than 5% staining.
After blasting, all dust and loose residue should be
removed from the surface by acceplable means, Coat
steel the same day as it is prepared and prior to the
formation of rust.

Concrete and Masonry, Immerston Service:
Decontamination of the concrete surface requires the
removal of ails, grease, wax, fatty acids and other contami-

creating a surface profile, including the removal of dirt,
dust, laitance and curing compounds, is abrasive blasting
or scarifying to achleve an ICRI surface equivalent to
C8P1-3, See ICRI Technical Guideline No. 03732 for
additional information.

Previously Painted Surfaces:

If In sound condition, clean the surface of all forelgn
material. Scarify the surface to create the desired surface
profile. Apply coatings on a test area, allowing paint to dry
one week before testing adhesion. If adhesion is poor, or If
this product attacks the previous finish, removal of the

Temperature; 40°F minimum, 110°F maximum
Remove all oll, dusl, grease, dirt, loose rust, and othar (air, surface, and material)
foreign material to ensure adequate adhasion. At [east 5°F above dew point
Carbon Steel, Immeralon Service; T o ;
Clean and degrease the surface prior to abrasive blasting Relative humidity: 85% mendmum
per S8PC-8P 1 Solvent Cleaning. Methods described in
88PC-SF 1 include solvents, alkali, delergent/water,
emulslons, and steam. The surface shall be abrasive
blasted to SSPC-SP10/NACE No. 2 Near-White Blast — —
‘Cleaning with.a 2 - 3 mil profile. The anchor pattern shall 5 5 Appuf;AﬂQnEQmpngm

The following is a guide., Changes in pressures and tip sizes
may be needed for proper spray characteristics, Always purge
spray equipment before use with listed reducer. Any reduction
must be compliant with existing VOG regulations and com-
patible with the existing environmental and application condi-
tions,

fron & Steel, Atmospheric Service: Reducer/Cleap Up .......... Reducer R7K15
Minimum surface preparation is:Hand Tool Clean per SSPC-

SP2. Remove al oll and grease from surface by Scivent Clean- Alrless Spray

ing par SSPC-SP1. For better performance, use Commercial Pump 3041

Blast Cleaning par SSPC-SP6/NACE 3, blast clean all sur- P “2860 3000 osi

faces using a sharp, angular abrasive for optimum surface EEsure = - 3000 psi

profile (2 mils). Prime any bare steel within 8 hours or before HOSE wooovvvrsssisnicninrenns 141D
flash rusting ocours, TIR cevieviciriacreeemerninseenens 017" < 023"
Filter ......c.ccovevvvnienann.. 60 mesh
Puctile Iran, immarsion Sarvice: Reduction .........,.... w--.. As neaded up to 10% by volume
Refer to National Association of Pipe Fabricators Surface
Preparations Standard NAPF 500-03 as follows: Brush
" . . Brush o.ccoveeccrnrsvninnnnnns Nylon/Polyester or Natural Bristla
gf ﬁigi ggg,gg:g; -ﬁﬂ:ﬁ"{gﬁéﬁgﬁmg- Reduction..............c....., As needed up to 10% by volume
¢. NAPF 600-03-03 “Power Tool Cleaning"”
d. NAPF 500-03-04 “Abrasive Blast Cleaning of Rolier
Ductile Iron Pipe". Cover ........... N8 . 378" woven with phenolic core
Reduction .....,..c.ocrvenen. As needed up to 10% by volume

Recommended Spreading Rate per coat:

nants and may be accomplished by the use of detergent , ' Standard AWWA
scrubbing with a Sherwin-Williams cleaner and degreaser, Wet mils: 42-83 42-83
low pressure water cleaning (less than 5,000 psi), steam Dry mils: 3.0-80 3.0-6.0
cleaning, or chemical cleaning.The preferred methods for Coverage: 182 - 384 192 - 384

5q ft/gal approximate

*See recommended systems on product Information page

if specific application equipment is not listed above, equiva-
Isnt equipment may be substituted,

Epoxy 4,564
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City of Geneva, llinois Water Treatment Plant

Section 09940

Simon Watt

Surface Description

System F7

Aluminum materials exposed to elements outdoors. Also, aluminum and galvanized
ductwork exposed outdoors.

Surface Preparation Description

X - Solvent SSPC-SP1
- Ferrous Metal Non immersion SSPC-SP6
- Ferrous Metal Immersion
- SSPC-SP10
- SSPC-SP5
- Other - Concrete SSPC-SP13

Coating DFT (mils) | Manufacturer and Product

First Coat 5.0 mls Sherwin Williams Macropoxy 646 (B58 series)
(primer)

Second Coat 5.0 mils Sherwin Williams Macropoxy 646 (B58 series)
Third Coat 6.0 mils Sherwin Williams Acrolon 218HS (B65 series)
Total system 16.0 mils Not less than minimum thickness specified

Notes: (Attached if needed.)

Project: City of Geneva, WTP /
Coatings Manufacturer: Sherwin Williams Initials (%
Painting Applicator: Simon Watt Initials £
Black & Veatch | Coating System Data Sheet Fig 1-09940

1)



City of Geneva, Illinois Water Treatment Plant
Section 09940
Simon Watt

Surface Description System G7

Aluminum and galvanized ductwork exposed outdoors.

Surface Preparation Description

X - Solvent SSPC-SP1
- Ferrous Metal Non immersion SSPC-SP6
- Ferrous Metal Immersion
- SSPC-SP10
- SSPC-8SP5
- Other - Concrete. SSPC-SP13

Coating DFT (mils) | Manufacturer and Product

First Coat 5.0 mils Sherwin Williams Macropoxy 646 (B58 series)
(primer)

Second Coat 5.0 mils Sherwin Williams Macropoxy 646 (B58 series)
Third Coat 6.0 mils Sherwin Williams Acrolon 218HS (B65 series)
Total system 16.0 mils Not less than minimum thickness specified

Notes: (Attached if needed.)

Project: City of Geneva, WTP

Coatings Manufacturer: Sherwin Williams Initials é“é
Painting Applicator: Simon Watt Initials /7 /1

Black & Veatch | Coating System Data Sheet _ Fig 1-09940




City of Geneva, Illinois Water Treatment Plant
Section 09940
Simon Watt

Surface Description System H12

Engine exhaust piping. Also, Blower and compressor discharge piping and other
surfaces which will be hot during operation.

Surface Preparation Description

X - Solvent SSPC-SP1
- Ferrous Metal Non immersion SSPC-SP6
- Ferrous Metal Immersion
- SSPC-SP10
- SSPC-SP5
- Other - Concrete SSPC-SP13

Coating DFT (mils) | Manufacturer and Product

First Coat 1.0mils | Sherwin Williams Silver Brite High Heat
(primer)

Second Coat 1.0 mils Sherwin Williams Silver Brite High Heat
Third Coat

Total system 2.0 mils Not less than minimum thickness specified

Notes: (Attached if needed.)
Not to exceed 2,0 mils. For best product performance, 2.0 mils is required for our coating
(Silver Brite) even though specification states .5 dft per coat,

Project: City of Geneva, WTP ,
Coatings Manufacturer: Sherwin Williams Initials ://('7,—"
Painting Applicator: Simon Watt Initials /7]
Black & Veatch | Coating System Data Sheet Fig 1-09940
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