
METALIZING OF STRUCTURAL STEEL 
 

**From New Haven BRF 0183(1)  
 
xx.  DESCRIPTION.  This work shall consist of shop performed surface    

preparation and application of thermal sprayed metallic coating 
(metalizing); the application of a sealer coat; and field touch-up 
repairs following site erection of the coated structure.  The 
metalizing and sealer materials to be applied are identified in this 
Specification.  The Contractor shall furnish all materials, equipment, 
labor, and other essentials necessary to accomplish this work and all 
other work described herein as directed by the Engineer.  
 
The requirements of SSPC-CS23.00/AWS C2.23M/NACE No. 12 are applicable 
to this work.  In the event of a conflict, the requirements of this 
SSPC Specification shall prevail. 
  

xx. REFERENCES.  The latest edition of the following standards and 
regulations are a part of this Specification: 

 
(a) American Society for Testing and Materials. 

 
(1) ASTM D1186, Standard Test Methods for Nondestructive 

Measurement of Dry Film Thickness of Nonmagnetic Coatings 
Applied to a Ferrous Base 

 
 
(2) ASTM D4285, Standard Test Method for Indicating Oil or 

Water in Compressed Air 
 
(3) ASTM B833, Standard Specifications for Zinc Wire for 

Thermal Spraying (Metalizing) 
 
(4) ASTM D4541, Standard Test Method for Pull-Off Strength of 

Coatings Using Portable Adhesion Testers 
 
(5) ASTM D4417, Standard Test Method for Field Measurement of 

Surface Profile of Blast Cleaned Steel 
 
(b) The Society for Protective Coatings. 

 
(1) SSPC-AB 1, Mineral and Slag Abrasives 
 
(2) SSPC-AB 2, Cleanliness of Recycled Ferrous Metallic 

Abrasives 
 
(3) SSPC-AB 3, Ferrous Metallic Abrasive 
 
(4) SSPC-PA 2, Measurement of Dry Coating Thickness with 

Magnetic Gages 
 
(5) SSPC-QP 1, Standard Procedure for Evaluating Painting 

Contractors (Field Application to Complex Structures)  
 
(6) SSPC-QP 2, Standard Procedure for Evaluating the 

Qualifications of Painting Contractors to Remove Hazardous 
Coatings   



 
(7) SSPC-SP 1, Solvent Cleaning 
 
(8) SSPC-SP 5/NACE No. 1, White Metal Blast Cleaning 

 
(9) SSPC-SP 11, Power Tool Cleaning to Bare Metal 
 
(10) SSPC-PA 17, Procedure for Determining Conformance to Steel 

Profile/Surface Roughness/Peak Count Requirements 
 
(11) SSPC-VIS 1, Guide and Reference Photographs for Steel 

Surfaces Prepared by Dry Abrasive Blast Cleaning 
 
(12) SSPC-VIS 5, Guide and Reference Photographs for Steel 

Prepared by Wet Abrasive Blast Cleaning 
 
(13) SSPC Guide 15, Field Methods for Retrieval and Analysis of 

Soluble Salts on Steel and Other Nonporous Surfaces 
 
(14) SSPC CS-23.00/AWS C2.23M/NACE No. 12, Specification for the 

Application of Thermal Spray Coatings (Metalizing) of 
Aluminum, Zinc, and Their Alloys and Composites for the 
Corrosion Protection of Steel 

 
(c) American Welding Society. 

 
(1) ANSI/AWS A-5.33 Specification for Alloy Wires, Cored, 

Wires, and Ceramic Rods for Thermal Spraying 
 
(2) ANSI/AWS C2.18 Guide for the Protection of Steel with 

Thermal Sprayed Coatings of Aluminum and Zinc and Their 
Alloys and Composites 

 
(3) AWS C2.25, Specification for Thermal Spray Feedstock-Solid 

and Composite Wire and Ceramic Rods 
 

(d) Metalizing wire and coating manufacturer’s application 
instructions, MSDS, and product data sheets 

 
xx. CONTRACTOR PREQUALIFICATION.  The shop performing the metalizing and 

painting shall be certified by the American Institute of Steel 
Construction (AISC) Sophisticated Paint Endorsement (SPE) or have SSPC 
QP1 and SSPC-QP2 certifications.  The certification(s) shall remain 
current throughout the duration of the Contract.  

       
      The Contractor shall have satisfactorily performed a minimum of three 

(3) previous projects involving abrasive blast cleaning, metalizing, 
and sealer coat application.  At least one project within the past two 
(2) years shall have involved a bridge or similar industrial type 
application.  Prior to fabrication approval, the Contractor shall 
provide the Agency a list of successfully completed projects, including 
names, addresses, and telephone numbers of the clients.  
 
The suitability of the Contractor’s qualifications and prior experience 
will be considered by the Agency before awarding the work. 
  



xx.  METALIZING AND SEALER MATERIALS.  All thermal spray feedstock 
(metalizing wire) shall be the products of a single manufacturer, meet 
the requirements specified herein, and meet the thermal spray equipment 
manufacturer’s specifications.  Sealer materials shall be the products 
of a single manufacturer.  Products from different manufacturers shall 
not be mixed.  The Contractor shall provide the type of metalizing wire 
and sealer materials needed to coat the bridge surfaces as specified 
herein and on the Plans and Working Drawings. 

  
(a) Metalizing Wire.  The metalizing wire shall consist of 99.9% zinc 

complying with ASTM B833 or ANSI/AWS C2.25/C2.25M complying with 
AWS Standard Class W-ZN-2.  The Contractor shall provide a 
certificate of chemical composition of the metalizing wire from 
the metalizing wire manufacturer.  The certificate shall identify 
the proposed wire. 
 

(b) Sealing Materials.  Sealing materials shall be selected from the 
products listed in Table 1, Clear Metalizing Sealer Materials, of 
this Specification.  

  
xx. SUBMITTALS.  The Contractor shall submit the following plans and 

information for Engineer review and acceptance within 30 days of 
Contract execution (unless written permission from the Project Manager 
states otherwise).  Work shall not proceed until submittals are 
accepted by the Engineer. 
   
(a) Contractor/Personnel Qualifications.  The Contractor shall 

provide evidence of experience including names, qualifications, 
experience, and training of the personnel managing and 
implementing the Quality Control program and also for those 
performing the quality control tests and inspections. 
 

(b) Quality Control (QC) Plan.  The Contractor shall submit a Quality 
Control Plan that identifies: test instruments to be used, a 
schedule of required tests and inspections, procedures for 
correcting unacceptable work, and procedures for improving 
surface preparation and metalizing/sealer quality as a result of 
quality control findings.  The program shall include a copy of 
the Quality Control Daily Report Forms that will be used to 
document Contractor inspection and testing results. 
 

(c) Surface Preparation Plan.  The surface preparation plan shall 
include the methods of surface preparation and types of equipment 
that will be used to prepare the surfaces as specified herein.    
Also any solvents proposed for solvent cleaning shall be 
identified and MSDS provided. 
 

(d) Abrasives.  The Contractor shall identify the type and brand name 
of the abrasive proposed for use, and provide MSDS and 
manufacturer’s data indicating that the abrasive meets 
requirements of the SSPC-AB1 or AB3 standards as specified 
herein. 

 
A sample of the abrasive shall be submitted to the Engineer two 
weeks prior to surface preparation for testing and acceptance. 
 



(e) Metalizing Plan.  Written procedures for the application of 
metalizing shall be provided, including the brand name and type 
of metalizing wire and application equipment to be used.  Proof 
that the metalizing wire complies with ASTM B833 or ANSI/AWS 
C2.25/C2.25M shall also be provided. 
  

(f) Sealing Plan. Procedures for the application of the sealer shall 
be provided along with MSDS and product data sheets.  A 
description of the application equipment to be used shall be 
included. 
 

(g) Progress Schedule.  A progress schedule shall be submitted and 
shall identify all major work items (e.g., surface preparation, 
and metalizing/sealer application). 

 
The Contractor shall not construe Engineer acceptance to imply approval 
of any particular method or sequence for conducting the work, or for 
addressing health and safety concerns.  Acceptance does not relieve the 
Contractor from the responsibility to conduct the work according to the 
requirements of Federal, State, or Local regulations and this 
specification, or to adequately protect the health and safety of all 
workers involved in the project.  The Contractor remains solely 
responsible for the adequacy and completeness of the programs and work 
practices, and adherence to them.  

 
xx.   QUALITY CONTROL (QC) INSPECTIONS.  The Contractor shall perform first 

line, in process QC inspections.  The Contractor shall implement the 
accepted QC Program to ensure that the work complies with these 
specifications.  The designated Quality Control Inspector shall be 
present during any operations that affect the quality of the system 
(e.g., surface preparation, metalizing application, sealer application, 
final inspection at plant, and any repairs required in the field).  The 
Contractor shall use a daily quality control report form to record the 
results of quality control tests and inspections.  The completed 
reports shall be given to the Agency’s representative on a daily basis.  
 
Contractor QC inspections shall include, but are not limited to, 
the following: 
 
(a)   Ambient conditions  
 
(b)  Surface preparation (solvent cleaning, abrasive blast 

cleanliness, surface profile depth, etc.)  
 
(c)  Metalizing application (specified materials, bend test, adhesion, 

dry film thickness) 
  
(d)   Sealer continuity and coverage (skips, misses, etc.) 

  
      The personnel who shall function as a metalizing inspector shall have a 

minimum of five years of metalizing and paint application experience; 
and shall possess a minimum classification as a NACE CIP Level 2, or 
shall provide evidence of successful inspection of three projects of 
similar or greater complexity and scope completed in the last two 
years.   

       



      The personnel performing the QC tests shall be trained in all tests, 
inspections, and instrument use required for the inspection of surface 
preparation, metalizing, and sealer application.  Documentation of 
training shall be provided.  The QC personnel shall be solely dedicated 
to quality control activities and shall not perform any production 
related work.  QC personnel shall take the lead in all inspections, but 
applicators shall perform wet film thickness measurements during 
application of the coatings, with QC personnel conducting random spot 
checks.  The Contractor shall not replace the QC personnel assigned to 
the project without advance notice to the Engineer, and acceptance of 
the replacement(s), by the Engineer.  

       
      The Contractor shall supply all necessary equipment to perform the QC 

tests and inspections.  Equipment shall include the following at a 
minimum:  

 
(a)  Psychrometer or comparable equipment for measurement of dew point 

and relative humidity, including weather bureau tables or 
psychrometric charts 

 
(b)   Surface temperature thermometer  
 
(c)   Hypodermic Needle Pressure Gage for determining blasting pressure 

at the nozzle  
 
(d)   SSPC Visual Standard VIS 1  
 
(e)  Testex Press-O-Film Replica Tape and Spring Micrometer or 

electronic surface profile reader  
 
(f)   Blotter paper for compressed air cleanliness checks  
 
(g)   Type 2 Electronic Dry Film Thickness Gage  
 
(h)   Calibration standards for dry film thickness gage  
 
(i)  Light meter for measuring light intensity during metalizing, 

sealer application, and inspection activities 
  
(j)  All applicable ASTM, ANSI, AWS, and SSPC Standards used for the 

work (reference list attached)   
 

      The instruments shall be verified for accuracy and adjusted by the 
Contractor's personnel in accordance with the equipment manufacturer's 
recommendations and the Contractor’s QC Program.  All inspection 
equipment shall be made available to the Engineer for QA observations 
as needed.  

 
xx. HOLD POINT NOTIFICATION.  Specific inspection and testing requirements 

within this Specification are designated as Hold Points.  Unless other 
arrangements are made, the Contractor shall provide the Engineer with a 
minimum 24-hour notification in advance of the Hold Point.  If 24-hour 
notification is provided and the work is ready for inspection at that 
time, the Engineer will conduct the necessary observations.  If the 
work is not ready at the appointed time, unless other arrangements are 
made, an additional 24-hour notification is required.  Permission to 
proceed beyond a Hold Point without a QA inspection will be at the sole 



discretion of the Engineer and will only be granted on a case-by-case 
basis.  

 
xx. QUALITY ASSURANCE (QA) OBSERVATIONS.  The Engineer will conduct QA 

observations of any or all phases of the work.  The presence or 
activity of Engineer observations in no way relieves the Contractor of 
the responsibility to perform all necessary daily QC inspections of 
their own and to comply with all requirements of this Specification.   

 
The Engineer has the right to reject any work that was performed 
without adequate provision for QA observations.  
 

xx. INSPECTION ACCESS AND LIGHTING.  The Contractor shall facilitate the 
Engineer’s observations as required, including allowing ample time to 
view the work.  The Contractor shall provide artificial lighting in 
areas where natural light is inadequate, as determined by the Engineer, 
to allow proper cleaning, metalizing, sealing, and inspection.  
Illumination for inspection shall be a minimum of 30 foot candles (325 
LUX). 

   
xx. CONSTRUCTION REQUIREMENTS. 
  

(a)   Pre-metalizing Meeting.  A pre-metalizing meeting shall be held 
at the coating facility prior to surface preparation and 
application of metalizing.  The meeting shall review the process 
and approved submittals.  Attendees shall be determined by the 
Engineer.  A five day notice shall be provided for scheduling 
this meeting.  

 
(b)   General.  Conduct all activities associated with the coating work 

described and specified herein in accordance with Federal (OSHA), 
EPA, State Regulations and local safety regulations, SSPC-PA 
Guide 3, and SSPC-CS 23. 

 
Provide at no additional expense to VTrans a minimum of three 
NIOS/MESA approved respirators for the intended purpose and other 
safety equipment needed to permit proper inspection of on-going 
work by the VTrans Resident Engineer. 

 
(c)   Notification.  The Contractor shall notify the Engineer 24-hours 

in advance of beginning surface preparation operations. 
  
(d)   Surface Preparation and Metalizing/Sealing Equipment.  The 

Contractor shall provide surface preparation, metalizing, and 
sealing equipment as needed to perform the work as specified 
herein. 

 
      Metalizing application equipment shall be electric arc units that 

are set-up, adjusted, and operated in accordance with the 
manufacturer’s written instructions. 

 
(e)   Test Area (Sections).  Prior to proceeding with production work 

on the project, the Contractor shall prepare a test section of at 
least 10 ft2 (0.93 m2)on a main member scheduled for metalizing 
work.  Locations shall be selected by the Engineer that are 
considered to be representative of existing surface and 
structural configurations.  More than one test section may be 



needed to represent the various design configurations of the 
structure.  The test section(s) shall be blast cleaned, 
metalized, and sealed in accordance with the requirements 
specified herein using the same equipment, materials, and 
procedures that will be used for the production work.   

 
During the blast cleaning, metalizing, and sealing of the test 
section(s), in the presence of the Engineer, the Contractor shall 
perform all quality control tests and inspections required by 
this specification including complete documentation.  In 
addition, the Contractor shall allow sufficient time for the 
Engineer to perform any or all tests and inspections desired.  

 
      Production work shall not proceed until the Engineer agrees that 

the Contractor’s blast cleaning, metalizing, and sealing work, 
along with their quality control testing, inspection, and 
documentation are acceptable. 

 
      Additional compensation will not be allowed the Contractor for 

preparation of the test section(s).  
 

(f)  Protective Coverings and Damage.  All portions of members that 
could be damaged by the surface preparation and 
metalizing/sealing operations shall be protected by covering or 
shielding.  Tarpaulins, drop cloths, or other approved materials 
shall be employed.  

 
(g)   Weather Conditions.  Surfaces prepared for metalizing or sealing 

shall be free of moisture and other contaminants.  The Contractor 
shall control operations to ensure that dust, dirt, or moisture 
do not come in contact with surfaces on which work will take 
place.  In addition to the metalizing manufacturer's written 
instructions for surface preparation and metalizing, the below 
listed conditions shall apply.  The conditions shall also apply 
when the metalizing is sealed.  (When in conflict, the most 
restrictive conditions shall govern).  
    
(1)  The surface temperature shall be at least 5ºF (3ºC) above 

the dew point during final surface preparation and sealer 
application operations.  The manufacturers’ published 
literature shall be followed for specific temperature, dew 
point, and humidity restrictions during the application of 
the metalizing and each coat of sealer.  Metalizing or 
sealer shall not be applied in rain, wind, snow, fog, or 
mist.  Ambient conditions shall be maintained during the 
drying period specified by the manufacturer.  

   
(2)  The Contractor shall monitor temperature, dew point, and 

relative humidity every four hours during surface 
preparation, metalizing, and sealer application in the 
specific areas where the work is being performed.  The 
frequency of monitoring shall increase if weather conditions 
are changing.  The Engineer has the right to reject any work 
that was performed under unfavorable weather conditions.  
Rejected work shall be removed, re-cleaned, re-metalized, 
and re-sealed, as applicable, at the Contractor’s expense. 

  



(h)  Compressed Air Cleanliness.  Prior to using compressed air for 
abrasive blast cleaning, blowing down surfaces, and metalizing or 
sealer application, the Contractor shall verify that the 
compressed air is free of moisture and oil contamination 
according to the requirements of ASTM D 4285.  The tests shall be 
conducted at least one time per shift for each compressor system 
in operation.  If air contamination is evident, the Contractor 
shall change filters, clean traps, add moisture separators or 
filters, or make other adjustments as necessary to achieve clean, 
dry air.  The Contractor shall also examine the work performed 
since the last acceptable test for evidence of defects or 
contamination caused by the contaminated compressed air.  
Contaminated work shall be repaired at the Contractor’s expense.  

 
(i)   Solvent Cleaning (Hold Point).  Oil and grease present on the 

bare steel shall be removed by solvent cleaning in accordance 
with SSPC-SP1. 

 
Under no circumstances shall blast cleaning be performed in areas 
containing surface contaminants or in areas where the Engineer 
has not accepted the solvent cleaning.  Rejected surfaces shall 
be re-cleaned to the specified requirements at the Contractor’s 
expense.  

 
(j)  Surface Preparation (Hold Point).  The following methods of 

surface preparation shall be used.  The method of surface 
preparation applies to the entire surface. 
 
(1)  Flame Cut Steel.  Prior to blast cleaning, all flame cut 

edges shall be ground to remove hardened steel and any 
sharp or irregular shapes.  

   
(2)  White Metal Blast Cleaning.  All steel surfaces to be 

metallized shall be white metal blast cleaned in accordance 
with SSPC-SP 5 using dry abrasive blast cleaning methods. 

      If hackles, burrs, or slivers in the base metal are visible 
on the steel surface after cleaning, the Contractor shall 
remove them by grinding followed by re-blast cleaning.    

 
      If the blast cleaned steel surface rusts or becomes 

contaminated, or has been exposed for longer than 6 hours 
before metalizing, the surface shall be re-blasted prior to 
metalizing.  All re-blasted surfaces shall be approved by 
the Engineer prior to metalizing.  

 
(k)  Abrasives.  Abrasive blast cleaning shall be performed using 

either expendable abrasives or recyclable steel grit abrasives.  
Expendable abrasives shall be used one time and discarded.  The 
abrasive shall be angular in shape.  Acceptable angular shaped 
abrasives include, but are not limited to, aluminum oxide, steel 
grit, and crushed slag.  Silica sand shall not be used.  Steel 
shot and other abrasives producing a rounded surface profile are 
not acceptable, even if mixed with angular grit abrasives.   
 
Abrasive suppliers shall provide written certification that 
expendable abrasives and recyclable steel grit abrasives meet the 
requirements of SSPC-AB1 or AB3, respectively.  Abrasive 



suppliers shall certify that abrasives are not oil contaminated 
and shall have a water extract pH value within the range of 6 to 
8.  On a daily basis, the Contractor shall verify that recycled 
abrasives are free of oil and contamination by performing a vial 
test in accordance with SSPC-AB2. 

       
All surfaces that are found to have been prepared using abrasives 
not meeting the SSPC-AB1, AB2, or AB3 requirements, as 
applicable, are oil contaminated, or have a pH outside the 
specified range, shall be solvent cleaned or low pressure water 
cleaned as directed by the Engineer, and re-blast cleaned at the 
Contractor’s expense.  

 
(l)   Surface Profile (Hold Point).  Blast cleaning abrasives shall be 

of the size and grade that will produce a finished surface 
condition to achieve the bend test and adhesion test criteria for 
the metalizing and produce a uniform angular surface profile 
depth of 3.5 to 4.5 mils (89 to 114 microns).  If the metalizing 
wire manufacturer’s profile requirements are more restrictive, 
the Contractor shall advise the Engineer and comply with those 
requirements.  For recycled abrasives, an appropriate operating 
mix shall be maintained in order to control the profile within 
these limits.  

             
The average surface profile shall be determined each work day and 
as required by the Engineer.  All surfaces, including flame cut 
edges, shall be tested in accordance with SSPC PA 17.  Testex 
profile depth tape shall be used.  The Testex tape shall be 
retained and included with the daily QC report.  Single 
measurements less than 3.5 mils (89 microns) are unacceptable.  
In that event, additional testing shall be done to determine the 
limits of the deficient area and, if it is not isolated, work 
will be suspended.  The Contractor shall submit a plan for making 
the necessary adjustments to ensure that the specified surface 
profile is achieved on all surfaces.  Work shall not resume until 
the Engineer provides written acceptance.  

             
      Prepared surfaces shall meet the requirements of SSPC-SP 5 

immediately prior to metalizing, and shall be metalized within 
six hours of blast cleaning.  If rust appears or bare steel has 
been exposed for more than six (6) hours, the affected area shall 
be re-blasted at the Contractor’s expense.    

       
      The quality of surface preparation and cleaning of surface dust 

and debris shall be accepted by the Engineer prior to metalizing. 
             
      The Engineer has the right to reject any work that was performed 

without adequate provision for QA observations to accept the 
degree of cleaning.  Rejected metalizing work shall be removed 
and replaced at the Contractor's expense.  

 
(m)  Daily Metalizing Operator-Equipment Qualification - Bend Tests.  

Unless directed otherwise by the Engineer, each day that 
metalizing will be applied, the Contractor shall perform bend 
testing prior to beginning production work.  For each metalizing 
applicator, five carbon steel coupons measuring 2" wide x 8" long 
x 0.05" thick shall be blast cleaned using the same equipment and 



abrasive used for the production work.  Each applicator shall 
apply the metalizing to five coupons in accordance with the 
requirements of this Specification to a dry film thickness of 8.0 
to 12.0 mils.  180 degree bend testing shall be performed on all 
five coupons using a 13 mm mandrel in accordance with the 
requirements and acceptance criteria of SSPC-CS 23/AWS 
C2.23M/NACE 12.  Minor cracks that cannot be lifted from the 
substrate with a knife blade are acceptable.  If lifting occurs 
on any coupon, the surface preparation and/or metalizing process 
shall be modified until acceptable results are achieved before 
proceeding with production work. 

 
(n)   Application of Metalizing.  Metalizing application shall be done 

using electric arc thermal spray metalizing equipment in 
accordance with the requirements of the material supplier.  SSPC-
CS Application shall be done in overlapping passes in a cross-
hatch pattern (i.e., a second set of overlapping passes shall be 
applied at right angles to the first set of overlapping passes) 
to ensure uniform coverage.  The gun shall be held at such a 
distance from the work surfaces that the metal is still molten on 
impact.  The metalizing shall be applied as a continuous film of 
uniform thickness, firmly adherent, and free from thin spots, 
misses, lumps or blisters, and have a fine sprayed texture.  Thin 
spots and misses shall be re-metalized.  If the configuration of 
the surface being metalized does not allow for a proper gun-to-
work piece standoff distance, the Contractor shall notify the 
Engineer.  

   
      The Contractor may apply a light preservation coat of metalizing 

(thick enough to sufficiently cover the profile peaks) in order 
to preserve the blast cleaned steel if conditions prevent the 
immediate application of the correct thickness.  The Contractor 
shall add the correct thickness as soon as possible to those 
areas but in no longer than 8 hours.  The preservation coat shall 
be free of dirt, dust, oxidized coating, and any other 
deformities prior to application of additional metalizing.  If 
the preservation coat fails to prevent rusting, the surface shall 
be completely blast cleaned and re-metalized at no cost to the 
Agency. 

  
(1)  Metalizing Thickness.  The thickness of the metalizing 

shall be 8.0 to 12.0 mils (200-300 microns) measured as 
specified by SSPC-PA2 (Type 2 Electronic Gauge only).  

     
(2)  Metalizing Adhesion.  Adhesion testing of metalizing 

applied each day shall be determined with a self-adjusting 
adhesion tester in accordance with ASTM D 4541.  Unless 
otherwise directed by the Engineer, a minimum of one test 
shall be conducted for every 500 ft2 (46.45 m2)of metalized 
surface.  The tests shall be conducted prior to application 
of the seal coat.  If any of the tests exhibit less than 
700 psi (4.83 MPa), additional tests shall be conducted to 
determine the extent of the deficient material.  All 
deficient metalizing shall be removed by blast cleaning and 
re-applied at no cost to the Agency.  

             



      At the discretion of the Engineer, a representative blast 
cleaned test panel (or companion panel) can be metalized at 
the same time each 500 ft2 (46.45 m2)of surface area, or 
portion thereof, is metalized.  Adhesion testing can be 
performed on the companion panel rather than on the 
structure.  If the adhesion tests on the panels are 
acceptable, the metalizing on the structure is considered 
acceptable and testing on the structure is not required.  
If adhesion testing of the panels fails, testing shall be 
conducted on the structure.  If adhesion testing on the 
structure is acceptable, the metalizing on the structure is 
considered to be acceptable.  If tests on the structure are 
unacceptable, complete removal of the failing metalizing 
and re-metalizing in accordance with this Specification 
shall be performed at no cost to the Agency. 

  
(o)   Application of Metalizing Sealer Coat.  The metalizing sealer 

coat shall be applied within 8 hours of metalizing.  The 
metalizing shall be dry and free of any visible debris or 
oxidation at the time of application.  Visible oxidation shall be 
removed.  

       
      The sealer coat shall be applied in accordance with the 

manufacturer’s instructions and in such a manner to assure 
thorough wetting and sealing of the metalizing.  

 
      All sealer shall be applied by spray, supplemented with brushing 

or rolling, if needed.  Special attention shall be given to 
obtaining complete coverage in crevices, on welds and edges, and 
in hard to reach areas.   

 
TABLE 1 

 
 Clear Metalizing Sealer Materials 

  

MANUFACTURER SEALER COAT 
(DFT) 

Carboline Company 
 

(See Note 1 Below) 

Carbothane Clear Gloss 
 

(3.0 to 5.0  mils) 
(75 to 125 microns) 

 

Pittsburgh Sealers (PPG) 
 

(See Note 1 Below) 

Pitthane Ultra Clear 95-8000 
 

(2.0 to 3.0  mils) 
(50 to 75 microns) 

 

Sherwin-Williams 
 

(See Note 1 Below) 

ArmorSeal Rexthane I MCU 
 

(3.0 to 5.0  mils) 
(75 to 125 microns) 

 
 

  
Note 1:  The clear sealer shall be applied in a 2 step process.  
The first step shall be to apply a “mist coat” that is thinned at 



the maximum allowable thinning rate as listed on the 
manufacturer’s product data sheet.  The intent of the mist coat 
is to saturate the porous metalizing surface and displace 
entrapped air within the porosity of the metalizing.  After 
allowing the mist coat to flash off for 20 minutes, a second full 
coat of clear sealer shall be applied to achieve the 
manufacturer’s recommended dry film thickness.  

 
(p)   Touch-up of Damage or Unacceptable Metalizing/Sealer Layers.  The 

Contractor shall repair all damage or unacceptable 
metalizing/sealer layers, if applicable.   

   
Damage to the metalizing/sealer that does not expose the 
substrate shall be prepared by solvent cleaning in accordance 
with SSPC-SP1 followed by power tool cleaning in accordance with 
SSPC-SP3 to remove loose material.  For the repair of damaged 
metalizing that exposes the substrate or containment/protective 
covering attachment points, the surface shall be spot blast 
cleaned in accordance with SSPC-SP5.  

 
      The metalizing and/or sealer surrounding each repair area shall 

be feathered for a distance of 1" to 2" to provide a smooth, 
tapered transition into the existing intact material.  The 
surrounding intact sealer shall be roughened to promote adhesion 
of the repair coats.  

 
      If the damage extends to the substrate, the metalizing and sealer 

shall be applied.  When damage does not expose the substrate, 
only the affected coat(s) shall be applied. 
  

xx. SPECIAL INSTRUCTIONS.  Slip critical faying surfaces shall not be 
coated with a sealer. Documentation shall be provided to show that a 
slip critical coefficient required for a category B connection will be 
achieved. 

 
xx. METHOD OF MEASUREMENT.  The quantity of Special Provision (Metalizing 

of Structural Steel) to be measured for payment will be on a lump sum 
basis in the complete and accepted work.  

  
xx. BASIS OF PAYMENT.  The accepted quantity of Special Provision 

(Metalizing of Structural Steel) will be paid for at the Contract lump 
sum price.  Payment will be full compensation for performing all work 
specified and for furnishing all labor, tools, equipment, and 
incidentals to complete the work.  

       
      Payment will not be authorized until all requirements for surface 

preparation, metalizing, and sealing have been fulfilled as described 
in this Specification, including but not limited to the preparation and 
submittal of all QC documentation.  Payment will also not be authorized 
for non-conforming work until the discrepancy is resolved in writing.  
 
 
 
 
 
 
 



Payment will be made under: 
 
 Pay Item               Pay Unit  
 
900.645 Special Provision (Metalizing of Structural  Lump Sum 
    Steel) 

 


