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ZINC CLAD® lll HS

ORGANIC ZINC-RICH EPOXY PRIMER

‘ DA BN, gy B

° E, DASE
SHERWIN Coatings Part B B69V100 Haroenen
WiLLiAwmS. ParT F B69D11 Zinc Dust
Revised: January 19, 2015 APPLICATION BULLETIN 6.07

APPLICATION PROCEDURES

PerrFormance Tirs

Surface preparation must be completed as indicated.

Zinc Clad Il HS es in 3 pr sured containers which when
mlr;( provlldes 30.3 galions%ezr%ﬁ otr ready-to-app?y material.
Mixing instructions: .
Mix contents of component A and B thoroughly with low speed
power agltat1qr. Make certain no pigment remains on the bottom
of the hen combine 1 part by volume of Part A with 1 part
by volume of Part B, then add Part F (73 |b zinc dust). Thoroughi
agitate the mixture with r agitation. After mixing, pour throug
2 30-60 mesh screen. Allow the material to sweat-in as indicated.
Re-stir before usmg.
If reducer solvent i$ used, add only after components have been
gor%ughlzsm;xetda.t%t:t_‘ero? ﬁiattdpe during application is required
ontintio itati |
otherwise zincgdust will quickly settle ot%. wp 9

aint at the recommended film thickness and spreadin
gg’ gsp indicated below: B 9

Minimum Maximum
Wet mils (microns) 4.5 (113) 7.0 (175)
Dry mils (microns) 3.0 (75) 5.0 (125)
~Coverage sq ft/gal (m?/L) 224 (5.5) 370 (9.1)
Th tical ft/gal
o6 e S et 1120 (7.5

NOTE: Brush or roll application may re%l;’rg muitiple coats to
achieve maximum film thickness and uni ity of appearance.

@35°FM.7°C @T7°FI25°C @ 120°FI49°C
50% RH

To touch: 45 minutes 30 minutes 10 minutes
To handle: 2 hours 1 hour 30 minutes
To recoat™:
minimum: 4 hours 30 minutes 30 minutes
**maximum: none none none
To cure: 10 days 7 days 7 days

Dyying time is temperature, humidity, and film thickness dependent.
“NOTE: Film must be free of solvent, hard and firm. When rubbed
with the face of a coin or knife the film should polish but not flake or chip.

“Maximum Recoat: Unlimited. Must have a clean, dry surface for top-
coating. "Loose" chalk or salts must be removed in accordance with good
painting practice.

Paint temperature must be at least 40°F (4.5°C) minimum.

Pot Life: 6 hours 4 hours 2 hours
Sweat-in-Time: 1 hour 30 minutes 15 minutes
above maximum or bel minimum

Application of coatin
I cSammended 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 to 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 to surface profile, roughness or po-
rosity of the surface, skill and technique of the applicator, 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, appearance,
and performance.

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

In order to avoid blockage of spray equipment, clean equipment be-
fore use or before periods of extended downtime with MEK, R6K10.

Keep pressure pot at level of applicator to avoid blocking of fluid
line due to weight of material. Blow back coating in fluid line at
intermittent shutdowns, but continue agitation at pressure pot.
SSPC-SP11 surface preparation is acceptable for small areas.

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

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

SAFETY PRECAUTIONS
Refer to the MSDS sheet before use.

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

CLeaN Up INSTRUCTIONS

Clean spills and spatters immediately with MEK, R6K10. Clean tools
immediately after use with MEK, R6K10. Follow manufacturer's safety
recommendations when using any solvent.

DiscLAIMER

The information and recommendations set forth in this Product Data Sheet are
based upon tests conducted by or on behalf of The Sherwin-Williams Company.
Such information and recommendations set forth herein are subject to change and
pertain to the product offered at the time of publication. Consult your Sherwin-
Williams representative to obtain the most recent Product Data information and
Application Bulletin,

WarranTY

The Sherwin-Williams Company warrants our products to be free of manufacturing
defects in accord with applicable Sherwin-Williams quality control procedures.
Liability for products proven defective, if any, is limited to replacement of the de-
fective product or the refund of the purchase price paid for the defective product
as determined by Sherwin-Williams. NO OTHER WARRANTY OR GUARANTEE
OF ANY KIND IS MADE BY SHERWIN-WILLIAMS, EXPRESSED OR IMPLIED,
STATUTORY, BY OPERATION OF LAW OR OTHERWISE, INCLUDING MER-
CHANTABILITY AND FITNESS FOR A PARTICULAR PURPOSE.

www.sherwin-williams.com/protective



ACROLON™ 218 HS
ACRYLIC POLYURETHANE

ParT A B65-600 GLoss Series

ParT A B65-650 Semi-GLoss SERIES

ParT B B65V600 HARDENER
Revised: September 5, 2014 APPLICATION BULLETIN 522

APPLICATION PROCEDURES

PerrForMANCE TiPs

Surface preparation must be completed as indicated.

Mix contents of each component thoroughly with low speed power
agitation. Make certain no pigment remains on the bottom of the
can. Then combine six parts 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.

ly paint at the recommended film thickness and spreadin
S Ll he recoa preading

Recommended Spreading Rate per coat:

Minimum Maximum
Wet mils (microns) 4.5 (112.5) 9.0 (225)
Dry mils (microns) 3.0 (75) 6.0 (150)
~Coverage sq ft/gal (m?/L) 176 (4.3) 346 (8.5)
Th tical ft/gal
M i Semionet 1040 (25.5)

NOTE: Brush or roll application may ref;uira multiple coats to
achieve maximum film thickness and uniformity of appearance.

@35°FN.7°C  @TT°FI25°C @ 120°F/49°C
50% RH
To touch: 4 hours 30 minutes 20 minutes
To handle: 18 hours 6 hours 4 hours
To recoat:
minimum: 18 hours 8 hours 6 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
If maximum recoat time is exceeded, abrade surface before recoating.
Drying time is temperature, humidity, and film thickness dependent.
_Paint temperature must be at least 40°F (4.5°C) minimum.,

Application of coating, above maximgm or below minimum
rec':_?ommended spreading rate may adversely affect coating
performance.

CLeaN Up INSTRUCTIONS

Clean spills and spatters immediately with Reducer #1 32, R7TK132.
Clean tools immediately after use with Reducer #132, R7K132.
Follow manufacturer's safety recommendations when using any
solvent.

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 are calculated on volume solids and do not include

an application loss factor due to surface profile, roughness or po-

rosity of the surface, skill and technique of the applicator, method

of application, various surface irregularities, material lost during

;ir'\ixiggzl gpillage, overthinning, climatic conditions, and excessive
m build.

Excessive reduction of material can affect film build, appearance,
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 equipment
before use or before periods of extended downtime with Reducer
#15, R7K15 or MEK, R6K10.

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

Quick-Thane Urethane Accelerator is acceptable for use. See data
page 5.97 for details. )

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.

SAFeTY PRECAUTIONS
Refer to the MSDS sheet before use.

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

WarraANTY

DiscLaMER

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

The Sherwin-Williams Company warrants our products to be free of manufacturing
defects in accord with applicable Sherwin-Williams quality control procedures.
Liability for products proven defective, if any, is limited to replacement of the de-
fective product or the refund of the purchase price paid for the defective product
as determined by Sherwin-Williams. NO OTHER WARRANTY OR GUARANTEE
OF ANY KIND IS MADE BY SHERWIN-WILLIAMS, EXPRESSED OR IMPLIED,
STATUTORY, BY OPERATION OF LAW OR OTHERWISE, INCLUDING MER-
CHANTABILITY AND FITNESS FOR A PARTICULAR PURPOSE.

www.sherwin-williams.com/protective



Marine

ACROLON™ 218 HS
ACRYLIC POLYURETHANE

SHERWIN Coa ﬁn S ParT A B65-600 GLoss Series
ParT A B65-650 Semi-GLoss SERIES

VWLUAM& g ParT B B65V600 HARDENER
Revised: September 5, 2014 AprpLICATION BULLETIN 522

SURFACE PREPARATIONS

AprpLicaTiON 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.

Iron & Steel

Remove all oil and grease from surface by Solvent Cleaning per
SSPC-SP1. Minimum surface preparation is Commercial Blast
Cleaning per SSPC-SP6/NACE 3. For better performance, use
Near White Metal Blast Cleaning per SSPC-SP10/NACE 2. Blast
clean all surfaces using a sharp, angular abrasive for optimum
surface profile (1-2 mils / 25-50 microns). Prime any bare steel the
same day as it is cleaned or before flash rusting occurs.

Aluminum
Remove alf oil, grease, dirt, oxide and other foreign material by
Solvent Cleaning per SSPC-SP1. Primer required.

Galvanized Steel

Allow to weather a minimum of six months prior to coating. Solvent
Clean per SSPC-SP1. When weathering is not possible, or the
surface has been treated with chromates or silicates, first Solvent
Clean per SSPC-SP1 and apply a test patch. Allow paint to dry at
least one week before testing adhesion. If adhesion is poor, brush
blasting per SSPC-SP7 is necessary to remove these treatments.
Rusty galvanizing requires a minimum of Hand Tool Cleaning per
SSPC-SP2, prime the area the same day as cleaned or before
flash rusting occurs. Primer required.

Concrete and Masonry

For surface preparation, refer to SSPC-SP13/NACE 8, or ICRI No.
310.2R, CSP 1-3. Surfaces should be thoroughly clean and dry.
Concrete and mortar must be cured at least 28 days @ 75°F (24°C).
Remove all loose mortar and foreign material. Surface must be
free of laitance, concrete dust, dirt, form release agents, moisture
curing membranes, loose cement and hardeners. Fill bug holes, air
pockets and other voids with Steel-Seam FT910. Primer required.

Follow the standard methods listed below when applicable:
ASTM D4258 Standard Practice for Cleaning Concrete.

ASTM D4259 Standard Practice 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 No. 310.2R Concrete Surface Preparation.

Surface PreparationStandards

Condition of  ISO 8501-1 Swedish Std.

Surface BS7079:A1 SIS065900 SSPC NACE
White Metal Sa3 Sa3 SP5 1
Near White Metal Sa25 Sa25 SP10 2
Commercial Blast Sa2 Sa2 SPg 3
Brush-Off Blast —— Sa1 % <s:a sl 5 ggz 4
Hand Tool Cleaning BHESE Rusted 5 &t 3 DStz P2
Power Tool Cleaning StSted ¢ 00 S8I3 g3 g3 -

Temperature: 35°F (1.7°C) minimum, 120°F (49°C)
maximum (air and surface)

40°F (4.5°C) minimum, 120°F (49°C)
maximum (material)

At least 5°F (2.8°C) above dew point

Relative humidity: 85% maximum

AppLicATION EQUIPMENT

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 compatible with the
existing environmental and application conditions.

Reducer/Clean Up:
SPIBY .ciisisivsicionsenonsmonsas Reducer R7K15, MEK R6K10, or R7K111
Brush/Roli ...................... Reducer #132, R7K132, or R7K111
If reducer is used, reduce at time of catalyzation.
Airless Spray
Pressure.......ccovvve.... 2500 - 2800 psi
Hose.....o.oovve, 3/8"ID
1 < TR 013"-.017"
Filter....coooovviiiiicen, 60 mesh
Reduction....................... As needed up to 10% by volume with
R7K15 or R7K111, or up to 9% with
MEK, R6K10*
Conventional Spray
GUN .o, Binks 95
D cvcssssivssiminiseissmmnsnns! 63P
Atomization Pressure.....50 - 70 psi
Fluid Pressure................ 20- 25 psi
Reduction....................... As needed up to 10% by volume with
R7K15 or R7K111, or up to 9% with
MEK, R6K10*
Brush
Brush..........coooveviieine, Natural Bristie
Reduction....................... As needed up to 10% by volume*
Roller
COVON .ovsuiucsssiisiitsmmmmnns 3/8" woven with solvent resistant core
Reduction....................... As needed up to 10% by volume*

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

* Note: Reducing more than maximum recommended level will
result in VOC exceeding 340g/L

www.sherwin-williams.com/protective

continued on back
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SHERWIN Coa tin S ParT A B65-600 GLoss Series
ParT A B65-650 Semi-GLoss SEriEs

WILLIAMS.. g ParT B B65V600 HARDENER
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Protective

ACROLON™ 218 HS
ACRYLIC POLYURETHANE

RecommeENDED SYsTEMS

SuRFACE PREPARATION

Steel:
1ct.  Macropoxy 646
1-2 cts. Acrolon 218 HS Polyurethane

Steel:

1ct.  Zinc Clad Il Plus

1ct.  Macropoxy 646

1-2 cts. Acrolon 218 HS Polyurethane

Steel:
1ct.  ZincClad IV
1-2 cts. Acrolon 218 HS Polyurethane

Steel:

1ct. Corothane I-GalvaPac Zinc Primer

1-2 cts. Acrolon 218 HS Polyurethane

Steel:
1ct.  Epoxy Mastic Aluminum I
1-2 cts. Acrolon 218 HS Polyurethane

Steel:
1ct.  Recoatable Epoxy Primer
1-2 cts. Acrolon 218 HS Polyurethane

Concrete/Masonry:
1ct.  Kem Cati-Coat HS Epoxy
Filler/Sealer

1-2 cts. Acrolon 218 HS Polyurethane

Aluminum/Galvanizing:
1ct.  DTM Wash Primer

1-2 cts. Acrolon 218 HS Polyurethane

ISO 12944 C5M System:

1ct.  Zinc Clad Il HS

1ct.  Tower Guard Epoxy

1ct.  Acrolon 218 HS Polyurethane

FIRETEX ONLY:
Finish Coat for FIRETEX Hydrocarbon Systems:

1ct.  Acrolon 218 HS Polyurethane*

*Consult FIRETEX PFP Specialist for recommended dft range

The systems listed above are representative of the product's use,

other systems may be appropriate.

Dry Film Thickness / ct.

Mis  (Microns)

5.0-10.0 (125-250)
3.0-6.0 (75-150)

3.05.0 (75-125)
5.0-10.0 (125-250)
3.0-8.0 (75-150)

3.0-5.0 (75-125)
3.06.0 (75-150)

3.0-4.0
3.0-6.0

(75-100)
(75-150)

6.0 (150)
3.0-6.0 (75-150)

4.0-6.0
3.0-6.0

(100-150)
(75-150)
10.0-20.0(250-500)
3.0-6.0 (75-150)

0.7-1.3 (18-32)
3.06.0 (75-150)

3.0-5.0 (75-125)
5.0-11.5 (125-287.5)
3.0-6.0 (75-150)

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

Refer to product Application Butletin for detailed surface prepara-
tion information.

Minimum recommended surface Cpre'!,)aration: )

* Iron & Steel: SSPC-SPB/NACE 3, 1-2 mil
- 25-50 micron) profile

* Galvamzu?: SPC-SP1

* Concrete & Masonry:  SSPC-SP13/NACE 6, or ICRI

i ) No. 310.2R, CSP 1-3
* Primer required

) Surface BS7079:A1 SIS065800 = SSPC NACE
Brush-Off Blast 24 324 SP7 4
Hand Tool Cleaning RSted - o 52 582 S I

c&t3 CcSt3 sp3 °

Power Tool Cleaning BnR“s“”d &Rusted DSt3 DSt3 SP3

TiNTING

Tint Part A with Maxitoner Colorants.
* Extra white tints at 100% tint stren
« Ultradeep base tints at 150% tint s ength

Five minutes minimum mixing on a mechanical shaker is required
for complete mixing of color.

APpLICATION CONDITIONS

35°F (1.7°C) minimum, 120°F (49°C)
maximum (air and surface

40°F (4.5°C) minimum, 120°F (49°C)
maximum (material) .

. » At least 5°F (2.8°C) above dew point
Relative humidity: 85% maximum

Refer to product Application Bulletin for detailed application information.
ORDERING INFORMATION

Temperature:

Packaging
Part A: .86 gal (3.25L)  4.29 gal (16.2L
Part B: 888 85 e
(premeasured components)

Weight: 11.2+0.2Ib/gal ; 1.3

; 53/1-
mixed, may vary with color

SAFeTy PrRECAUTIONS
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 WarranTY
. . ; i i The Sherwin-Williams Com| warrants our ucts to be free of manufactur-
The information and recommendations set forth in this Prpduct _Data Sheet are ing defects in accord with ap%‘ugble shmn.v%?gms quality control procedures,
based upon tests conducted by or on behalf of The Sherwin-Williams Company. | Liability Wm proven d&f:cuve if any, is limit %reptmm of the defec-
Such information and recommendations set forth herein are subject to changeand | tive product or the refund of | purchase_rﬂ'tce g\i\gk the ve uct as
pertain to the product offered at the time of publication. Consult your Sherwin- detenmvnth%'lShemn-\aﬁYmams. MR DL A Réan-gso%%kl F’LITEE
EXVWSE INECLUDIN% MER-'

Williams representative to obtain the most recent Product Data Information and

Appflication Bufletin.

F AN HERWIN-WIL S,
AT TG e e e

www.sherwin-williams.com/protective



LA Protective ACROLON™ 218 HS
Ge B ACRYLIC POLYURETHANE

ALk :
) Ma ¥ PaArRT A B65-600 GLoss Series
SHERWIN Coatings prid .
ParT A B65-650 Semi-GLoss SERiES
VV”-”AMS* g ParT B B65V600 HARDENER
Revised: September 5, 2014 ProbucTt INFORMATION 522
Propuct DescriPTION Recommenpep Uses

ACROLON 218 HS is a low VOC, polyester modified, aliphatic, | Specifically formulated for in-shop applications.

acrylic polyurethane formulated specifically for in-shop applications. gr?\r/i?:r?moevrﬁ; gzegha;%q metal and masonry surfaces in industrial
Also suitable for industrial applications. A fast drying, urethane that | ; Structural steel ’ « Tank exteriors
provides color and gloss retention for exterior exposure. ) * Rail cars and locomotives - Pipelines
* Can be used directly over anic zinc rich primers (epoxy zinc | « Conveyars « Ships
rimer and moisture cure urethane zinc primer) » Bridges
¢ Color and gloss retention for exterior exposure * Wind Towers - onshore and offshore
* Fastd * Offshore platforms - e)éploration and production

y . o .
+ Outstanding application properties Suitable for use in USDA inls‘?sected facilities

Conforms to AWWA D102 Outside Coating Systems #4 (OCS-4),
PropucT CHARACTERISTICS #5 (OCS-5) fg'r #6 (Q%%f)perf T -
- - * Acceptable for use in hi ormance ar ications
Finigh: Gloss or Semi-Gloss « Acceptable for use over Stargﬂede 1 and Stampede 1H Caulking
lor: Wide range of colors available * Acomponent of INFINITA
Color ge
. * Qver FIRETEX hydrocarbon s stems
Volume Solids: 85% + 2%, mixed, may vary by color *_Suitable for use in the Mining & Minerals Industry
Weight Solids: 78% + 2%, mixed, may vary by color PERFORMA NCE CHARA CTERISTICS
VOC (EPA Method 24): Unreduced: <300 g/L; 2.5 Ib/gal
oo Rasiest SRS Haco: S0P 33 | Substrate ses
< : 2
mixe ! : g %" | Surface Preparation*: SSPC-SP10/NACE 2
Mix Ratio: 6:1 by volumg 1 gallon or t5s gallon mixes System Tested*:
b 1ct. Macropoxy 646 @ 6.0 mils (150 microns) dft
Recommended Spreading Rate per coat: 1 t. Acrolon 218 HS Gloss @ 4.0 mils (100 microns) dft
*unless otherwise noted below
Minimum — Maximum || 1.0 Nvame Test Method Results
Wet mils (microns) 4.5 (112.5) 9.0 (225) | ASTM D4060, CS17 |
Dry mils (microns) 3.0 (75) 6.0 (150) (| [obrasion  wheel, 1000 cycles, | 43 mg loss
~Coverage sq ft/gal (m?/L) 175 (4.3) 346 (8.5) | 1kg load !
Theoretical coverage sq ft/ i ] :
(ML) @ 1 mil] 25 microne gt 1040 (25.5) Adhesion® 2510 Dt | ;:;‘::’0 —
NOTE: Brush or roll application may require multiple coats to i g
; i i iformity of : Corrosion ASTM D5894, 27 | D610, for rusting;
achieve maximum film thickness and u':l?onmty of appearance ring? cycles, 9072 hours | Rating 10 per ASTM
. | D714, for blistering
°F/1.7°C 7°FI25° °F149°C | | Direct Impact ' 50i
@35°F1.7 @570;1,?2: C @ 120°F/49°C Resistance’ ASTM D2794 ! 50 in. Ib.
g i
To touch: 4 hours 30 minutes 20 minutes | | IDry Heat Resistance’ aimd‘):“& | 200°F (93°C)
To handle: 18 hours 6 hours 4 hours e
To recoat: Flexibility" o o2 180" | passes
minimum: 18 hours 8 hours 6 hours - i Rating 10 per ASTH
maximum: 3 months 3 months 3 months o | i
To cure: 14 days 7 days 5 days Humidity Resistance? | girg,l::‘s%%sf\;g?: "; 32::25?5':::';’1%m
Pot Life: 4 hours 2 hours 45 minutes D714, for blisten'ng
(reduced 5% with Reducer R7K15) Pencil Hard ™D ¥ .
Sweat-in-Time: None nch Herdness ASTM D3363 =
If maximum recoat time is exceeded, abrade surface before recoating. | Rating 10 per ASTM
Drying time is temperature, humidity, and film thickness dependent. Salt Fog Resistance: ASTM B117, 15,000 | D610, for rusting;
Paint temperature must be at least 40°F (4.5°C) minimum, hours | Rating 10 per ASTM
| D714, for blistering

SheiFiive: P 5’:?,;‘::,,"3,“5 dnonencd | | Mests the requirements of SSPC Paint No. 36, Level 3 for white and

Store indoors at 40°F (4.5°C)to light colors. Dark colors may require a clear coat,

100°F (38°C). Complies with ISO 12944-5 C5l and C5M requirements,
*Aluminum (Part A, Rex # BE65SW655) has a shelf life of 24 months. Footnotes:
Flash Point: 55°F (13°C), Seta, mixed " Finish coat only tested
Reducer/Clean Up: 2 Primer Zinc-Clad Il Plus
Spray: Reducer R7K15, MEK R6K10, Intermediate Macropoxy 646
; or R7K111 Finish Acrolon 218 HS

www.sherwin-wiuiams.con'a/protective continued on back
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Coatmgs PART A B58-600 SERES
WiLLIAMS. ParT B B58V600 HARDENER
Revised: January 8, 2015 ProbucT INFORMATION 453
Probuct DescriPTiON ProbucT CHARACTERISTICS (ConT'D)
MACROPOXY 646 FAST CURE EPOXY is a high solids, high build,
fast drying, polyamide epoxy designed to protect steel and concrete | | Shelf Life: 36 months, unopened
in industrial exposures. ideal for maintenance painting and fabrica- Store indoors at 40°F (4.5°C)
tion shop applications. The high solids content ensures adequate to 110°F (43°C).
rotect}.oré %i sharptedges.,oo’sners, angd wset-ldsi. This product can | | Flash Point: 91°F (33°C), TCC, mixed
AppRed Cirecty > IRIgNSRY propel : e ) s Reducer/Clean Up: Reducer, R7K15
* Low VOC » Chemical resistant In California: Reducer R7K111 or Oxsol 100
. l(.)mg/s ?dcg licati -m_Abraswn resistant
* Outstanding application properties
. Meets_Clasg Aﬁgﬁgiremgnspfor Slip Coefficient, 0.36 @ 6 mils / PerrormANCE CHARACTERISTICS
150 microns dft (Mill White oniy) Substrate*: Steel
Propuct CHARACTERISTICS :;"'::: :"::“""” SSPC-SP1O/NACE 2
Finish: Semi-Gloss SHINSERY SRR
i : . : 1 ct. Macropoxy 646 Fast Cure @ 6.0 mils (150 microns) dft
Color: Il White, B and a wide ran " ;
o colors avalnfa%ﬁe rthrou‘g’ﬁ;’h ﬁnt?ng i T”“'”: otherwise noted below
Volume Solids: 72% + 2%, mixed, Mill White B Newe Tost Mothod —Results
Weight Solids: 85% + 2%, mixed, Mill White Abrasion Resistance | {0701 0.0 CSt7heel | 84 mg loss
VOC (EPA Method 24): U d: 250 g/L; 2. / !
g Me R Koo 3RUHZRE g eathoring QUV" A2 000 paoe7, QUVA. | passes
Mix Ratio: 1:1 by volume Adhesion ASTM D4541 1,037 psi
H Rating 10 per ASTM D714
Minimum  Maximum | | [Comosion Weathering' | 45T D589, 36 cycles, | g, bisiering. Rating 8 per
\get mills ((microns) 57.0 (};5) 13.5 (338) ST SRS ::;M “:f: P "':"5':
ry mils (microns) .0* 5)  10.0* (250) | ||Nuclear ‘ ! Wash;
~Coverage sq ftigal (/L) 116 22.8) 232 §5.7) S — 002 | D
Theoretical coverage sq ft/gal 1152 (28.2) Direct Impact Resistance? | ASTM D2794 { 120 in. Ib.
(m*/L) @ 1 mil / 25 microns dft : Dry Heat Resistance | ASTM D2485 | 250°F (121°C)
be applied at 3.0-10.0 mils (75-250 microns) dit as an interme- :
Mcg)?tsh;: mlﬁ-ooatsy.sggl. Rehrk;&:cmndodsm Exterior Durability 1 year at 45° South Excellent, chalks
(page 2). See Performance Tips section aiso. . Fle ASTM D522, 180° bend, |
achiove masimim S oaraeon may reguirem oremegal . 3/4" mandrel | Prsee
- - Fuel Contribution NFPA 259 | 5764 btu/lb
ASTM D4585,8000 | No blistering, cracking,
@35°FN.7°C @T77°FI25°C @ 100°F/38°C | | [Humidity Resistance | | = . o
50% RH 1 | Passes, no rusting,
To touch: 4-5 hours 2 hours 1.5 hours | | immersion b e | blering, orose of achesicn
To handle: 48 hours 8 hours 4.5 hours adlsdion Tolsramss | ASTM D4082/ ANSI | Pass at 21 mils (525
To recoat: | 5.12 _microns)
minimum: 48 hours 8 hours 4.5 hours Pencil Hardness ASTM D3363 | 3H
g | Rating 10 per ASTM D610
- ::;)e(:mum 1 year 1 year 1 year Sakt Fog Restetance’ ﬁrx B117, 6,500 | foraﬁr::gﬁnn;pgaﬁno Sper
Service: 10 days 7 days 4 days Py ey - ol
Immersion: 14 days 7 days 4 days Stip Coefficient, Mill el MS.F!"M"’F"’AS' T™ | ClassA, 0.36
If maximum recoat time is exceeded, abrade surface before recoating. White A325o0rASTMA4S0 Bolts |
Drying time is temperature, humidity, and film thickness dependent. I " Flame Spread Index 20;
Paint temperature must be at least 40°F (4.5°C) minimum. | | Smoke Development
Pot Life: 10 hours 4 hours 2 hours TGk Ihiniiog | ASTMEBAINFPASS | ndex 35 (at 18 mils or
Sweat-in-time: 30 minutes 30 minutes 15 minutes o I e - "':"6'3:""‘)
N Water Vapor Permeance | , Method B | 1. perms
When used as;ﬁm&,ﬁf’“ as partofa Epoxy coatings may darken or discolor following application and curing.
p . *Refer to Slip Certification document
@35°FA.7°C  @TT°Fi25°C @ 100°F/3s°c || Fgommoles, o
50% RH 2Two coats of Macro| 646 Fast Cure Epo
To touch: 3 hours 1 hour 1 hour e —
To handle: 48 hours 4 hours 2 hours DiscLamer
To recoat: The information and recommendations set t forth in this mDm Sheet
minimum: 16 hours 4 hours 2 hours é%gany. : nléch infc?’r;%é'}iﬂc‘;g andb%rgsdatngnsﬁ set fofnh glqr.eitriv a'r?ciubjenot
maximum: 1 year 1 year 1 year your S s:hng:r:n:-nd ms rgpreg%ﬁ‘_&\re%o obiain the most recent Product Data.

www.sherwin-williams.com/protective continued on back
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APPLICATIO

MACROPOXY?® 646
FAST CURE EPOXY

ParT A B58-600 SERIES
ParT B B58V600 HARDENER
N BULLETIN 453

APPLICATION PROCEDURES

PEeErFORMANCE TiPs

Surface preparation must be completed as indicated.

Mix contents of each component thoroughly with low speed power
agitation. Make certain no p’lgment remains on the bottom of the
can. Then combine one part b volume of Part A with one part
by volume of Part B. Tho_rou(g agitate the mixture with power
agitation. Allow the material to sweat-in as indicated prior to ap-
plication. Re-stir before using.

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

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

.

Minimum Maximum
Wet mils (microns) 7.0 (175) 13.5 (338)
Dry mils (microns) 5.0 (125) 10.0* (250)
~Coverage sq ft/gal (m?/L) 116 (2.8) 232 (5.7)
Theoretical coverage sq ft/gal 1152 (28.2)

(m?/L) @ 1 mil / 25 microns dft
*May be applied at 3.0-10.0 5-250 microns in atmo-
c :ondlﬂons. Reforto"g:egtmndod sﬁ‘&'}m 2). See

Tips section also.
NOTE: Brush or roll application may re%/’r;ne multiple coats to

achieve maximum film thickness and un ity of appearance.

@35°FN.7°C  @T7°FI25°C @ 100°F/38°C

50% RH
To touch: 4-5 hours 2 hours 1.5 hours
To handie: 48 hours 8 hours 4.5 hours
To recoat:
minimum: 48 hours 8 hours 4.5 hours
maximum: 1 year 1 year 1 year
To cure:
Service: 10 days 7 days 4 days
Immersion: 14 days 7 days 4 days

If maximum recoat time is exceeded, abrade surface before recoating.
Drying time is temperature, humidity, and film thickness dependent.
Paint temperature must be at least 40°F (4.5°C) minimum.

Pot Life: 10 hours 4 hours 2 hours
Sweat-in-time: 30 minutes 30 minutes 15 minutes
When used as an intermediate coat as part of a

multi-coat system:

@35°FIM.7°C @ 77°F/25°C @ 100°F/38°C

50% RH
To touch: 3 hours 1 hour 1 hour
To handie: 48 hours 4 hours 2 hours
To recoat:
minimum: 16 hours 4 hours 2 hours
maximum: 1 year 1 year 1 year

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

CLean Up INsTrRUCTIONS

Clean spills and spatters immediately with Reducer R7K15. Clean tools
immediately after use with Reducer R7K15. In California use Reducer
R7K11 t1ve Follow manufacturer's safety recommendations when using
any solvent.

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

When using spraiig application, use a 50% overlap with each pass
of the gun to avo  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 to surface profile, roughness or po-

rosity of the surface, skill and technique of the applicator, method

of application, various surface irregularities, material lost during

rrrluxngg" gpmage, overthinning, climatic conditions, and excessive
ilm buiid.

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

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

In order to avoid blockage of spra uipment, clean
before use or before pengods of extand downtime with
R7K15. In California use Reducer R7K111.

Tinting is not recommended for immersion service.
Use only Mill White and Black for immersion service.

Insufficient ventilation, incomplete mixing, miscatalyzation, and
external heaters may cause premature yellowing.

Excessive film build, poor ventilation, and cool temperatures ma
cause soivent entrapment and premature coating fgfure ¥

Quik-Kick E, Acceleratoris a table for use. See d e
4.99 for detaiie. I i ata pag

When coating over aluminum and alvanizing, recommended
dftis 2-4 milsg (50-100 microns). v ’

Acceptable for Concrete Floors.

Canbeusedasa metalizing sealer. Consult Technical Bulletin
- Sealers for Thermal Spray Metalizing, or your local Sherwin-
Williams representative.

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

SAFeTY PRECAUTIONS

Refer to the MSDS sheet before use.

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

uipment
educer

DiscLAMER

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

WaARRANTY

The Sherwin-Williams Company warrants our products to be free of manufacturing
defects in accord with applicable Sherwin-Williams quality control procedures.
Liability for products proven defective, if any, is limited to replacement of the de-
fective product or the refund of the purchase price paid for the defective product
as determined by Sherwin-Williams. NO OTHER WARRANTY OR GUARANTEE

www.sherwin-williams.com/protective



MACROPOXY® 646
FAST CURE EPOXY

ParT A B58-600 SERIES
ParT B B58v600 HARDENER
Revised: January 8, 2015 APPLICATION BULLETIN 453
SURFACE PREPARATIONS APpPLICATION CONDITIONS
e O Rl She 0B ST 2o | Temperature 35°F (1.7°C) minimum, 120°F (49°)
adequate adhesion. maximum (air and surface)
Iron & Steel, Atmospheric Service: 40°F (4.5°C) minimum, 120°F (49°C)

Minimum surface preparation is Hand Tool Clean per SSPC-SP2. : .

Remove afl ofl and g?ease from surface by Solvent. Cleaning per SERELRST (mate?a!) )

SSPC-SP1. For better performance, use Commercial Blast Cleaning At least 5°F (2.8°C) above dew point

per SSPC-SP6/NACE 3, blast clean all surfaces using a sharg,.angular
ri

abrasive for optimum surface profile (2 mils / 50 microns). me an . T :

Pa,.e itgewt'ﬁ:‘wﬁ:ogrs ot befiore flash rusting occurs, ) Y | Relative humidity: 85% maximum

ron L rsion Service:

Remove all oil and grease from surface by Solvent Cleani T

SSPC-SP1. Minimumg surface preparation isyNear White Meta?gsf;est APPUCAT'ON EQU'PMENT

Cleaning per SSPC-SP10/NACE 2. Blast clean all surfaces usin

a
sharp, angular abrasive for optimum surface profile (2-3 mils / 50-75 | The following is a guide. Changes in pressures and tip sizes may
microns). Remove all weld spatter and round all sharp edges by grind- : b
ing: Brione any Dore Sheat o amer and round sl sharp edges by grind- | | needed for proper spray characteristics. Always purge spray
Aluminum o ) ) equipment before use with listed reducer. Any reduction must be
s ?"s%"’p 3sg,dint, oxide and other foreign material by Solvent | compliant with existing VOC regulations and compatible with the
Ga,?,:',’,‘,%epﬁ Steel ’ _ existing environmental and application conditions.
élllgw to w:sesather ap %n(inimum of Sgtd monthi pr\i})h;| é% c':‘loatit?tg. )St‘)’s/hent

an per SSPC-SP1 (recommended solvent is a). When
weathering is not possible, or the surface has been tre:tped with chro- Reducele!gan UP oo Raduces R7K15
mates or silicates, first Solvent Clean per SSPC-SP1 and apply a test In California................... Reducer R7K111
patch. Allow paint to dr{“at least one week before testing adhesion. If
adhesion is poor, brush blasting per SSPC-SP7 is necessary to remove Airless Spray

these treatments. Rusg galvanizing requires a minimum of Hand Tool )
Cleaning per SSPC-SP2, &réme the area the same day as cleaned. Pump........ccoonnnne, 30:1
In preparing galvanized steel substrates for the application of FIRE- Pressure........................ 2800 - 3000 psi
intumescent coaunﬁ systems, Surface Preparation Specification Hose 1/4" 1D
SSPC-SP 16 must be followed obtaining a surface profile of minimum | 799 . .
1.5 mils (38 microns). Optimum surface profile will not exceed 2.0 mils | TIP v ovveerveoveoo 017" -.023
g:gnrg:gr&n:kd onry Flter. v, 60 mesh
g% Z‘i{fa& greplmaration refer to SSPC-SP13/NACE 6, or ICRI No. Reduction....................... As needed up to 10% by volume

1-3. Surfaces should be thoroughly clean and dry.
Concrete and mortar must be cured at least 28 days @ 75°F (24°a.
Remove all loose mortar and foreign material. Surface must be free G DeVilbiss MBC-510
of 'aitanw, concrete dust, dlft, form release a?nts, moisture curlng UFI ................................ eVviiDiss
membranes, loose cement and hardeners. Fill bug holes, air pockets Fluid Tip oo E
%nd othg vlc:'ilds witl‘\ Stesel-'s'eam FT910. Air Nozzle....................... 704

oncrete, Immersion Service: oot :
For surface gre'paration, refer to SSPC-SP13/NACE 6, Section 4.3.1 Atomization Pressure.....60-65 psi

gr ;I.s.z g‘re | 2 20.31 ozg‘iog;sﬁ‘ 2{94& i - Fluid Pressure................ 10-20 psi
ollow the standard me w when applicable: : o
ASTM D4258 Standard Practice for Cleaning Concretgf Redu_ctlon.: .............. -......AS needed up to 10% by volume
ASTM D4259 Standard Practice for AbradingCConaete. Requires oil and moisture separators
ASTM D4260 Standard Practice for Etching Concrete,

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

SSPC-SP 13/Nace 6 Surface Preparation of Concrete. LT O Nylon/Polyester or Natural Bristle
ICRI No. 310.2R Concrete Surface Preparation. Reduction...................... Not recommended
Previously Painted Surfaces

If in sound condition, clean the surface of all foreign material. Smooth,
hard or glossy coatings and surfaces should be dulied by abrading the | Roller  _

surface. Apply a test area, allowing paint to 234 one week beforetesting |  Cover.................._ 3/8" woven with solvent resistant core
adhesion. If adhesion is poor, or it this product attacks the revious Reduction Not recommended

finish, removal of the previous coating may be necessary. If paintis | oo HCUOM

peeling or badly weathered, clean surface to sound substrate and treat

as a new surface as above. Plural Component Spray ... Acceptable
Refer to April 2010 Technical Bulletin - "Application Guidelines
Condition of 150 86011 S otis Sia. for Macropoxy 646 Fast Cure Epoxy & Recoatable Epoxy

iiiekbael Surface Sas VAT 10068000 - SSPC NACE Primer Utilizing Plural
Near White Metal Sa25 83 sP10 2 Component Equipment"
Brih-on Bls: saf gaf s 3 If specific applicati ipment is not listed abo ivalent

T Sal, gal, §p7 specific application equipment is not listed above, equivalen
Hand Tool Cleaning Biyteq & Rusted 13 St 5 DSt2 sP2 - equipment may be substituted.
Power Tool Cleaning BiSE% rusted 5813 583 &3 -

www.sherwin-williams.com/protective continued on back



MACROPOXY® 646
FAST CURE EPOXY

ParT A B58-600 SeRIES
ParT B B58v600 HARDENER
Revised: January 8, 2015 PRoDUCT INFORMATION 453

Recommenpep Uses

SURFACE PREPARATION

Marine applications

* Fabrication shops * Refineries

* Pulp and paper mills * Chemical plants

« Power plants * Tank exteriors

« Offshore platforms * Water treatment plants

* Nuclear Power Plants * DOE Nuclear Fuel Facilities

* Nuclear fabrication shops * DOE Nudlear Weapons Fadilities

Mill White and Black are acceptable for immersion use for salt

water and fresh water, not acceptable for potable water

* Suitable for use in USDA inspected facilities o )

* Acceptable for use in Canadian Food Processin: facilities, categories:
D1, é?, D3 (Co%_f‘llr;n acoeptanceofspedﬁcpartnungnrymxeswiﬂwoursw

= Conforms to AWWA D102 OCS #5

= Conforms to MPI # 108 .

* This product meets specific design requirements for non-safety
related nuclear plant applications in Level I, Ill and Balance o Plant,
and DOE nuclear facilities*.

* Nuclear qualifications are NRC license specific to the facility.

* Suitable for use in the Mining & Minerals Industry

RECOMMENDED SysTeEMS

Dry Film Thickness 7 oL
. Mils
ghel:
2 cts. Macropoxy 646 Fast Cure Epoxy 5.0-10.0 (125-250)
Concrete/Masonry, smooth:
2 cts. Macropoxy 646 Fast Cure Epoxy 5.0-10.0 (125-250)
Concrete Block:
1ct Kem Cati-Coat HS Epoxy 10.0-20.0 (250-500)
Filler/Sealer
as needed to fill voids andgrowab a continuous substrate.
2 cts. Macropoxy 646 Fast Cure Epoxy 5.0-10.0  (125-250)

i%;éfsa';{ﬁs PSTLes iR AN ADI2 oo deabe,

ofam

coat as pa at system

1ct Macropoxy 646 Fast Cure Epoxy 3.0-6.0 (75-150)

1-2cts. of recommended topcoat

Steel:

1ct. Recoatable Epo? Primer 4.0-6.0 {100-150)

2 cts. Macropoxy 646 Fast Cure Epoxy 5.0-10.0 125-250)

Steel:

1ct. Macropoxy 646 Fast Cure Epoxy 5.0-10.0 125-250)

1-2 cts. Acrolon 218 Polyurethane 3.0-6.0 5-150
or Hi-Solids Polyurethane 3.0-5.0 5-125
or SherThane 2K Urethane 2.04.0 50-100
or Hydrogloss 2.04.0 50-100

Steel:

2 cts. Macropoxy 646 Fast Cure Epoxy 5.0-10.0 §1 25-250)

1-2cts.  Tile-Clad HS Epoxy 2.5-4.0 63-100)

Steel:

1ct Zinc Clad Il Plus 2.0-4.0 (50-100)

1ct Macropoxy 646 Fast Cure Epoxy 5.0-10.0 825—250)

1-2 cts. Acrolon 218 Polyurethane 3.0-6.0 5-150)

Steel:

1ct Zinc Clad ill HS 3.0-5.0 5-125;
or Zinc Clad IV 3.0-5.0 75-125

1ct. Macropoxy 646 Fast Cure Epoxy 3.0-10.0 5—250;

1-2cts. Acrolon 218 Polyurethane 3.0-6.0 5-150

Aluminum:

2 cts. Macropoxy 646 Fast Cure Epoxy 5.0-10.0 (125-250)

Galvanizim;:

2 cts. acropoxy 646 Fast Cure Epoxy 5.0-10.0  (125-250)

anized Substrates being primed for FIRETEX onl

1ct Macropoxy 646 Fast Cure Epoxy 2.0-5.0 (?6—1 25)
;r;sgyestems lis,ted‘above are representative of the product's use, other systems

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

Refer to product Application Bulletin for detailed surface preparation in-
formation.
Minimum recommended surface preparation:

Iron & Steel

Atmospheric: SSPC-SP2/3

Immersion: SSPC-SP10/NACE 2, 2-3 mil (50-75 micron) profile
Aluminum; SSPC-SP1

Galvanizing: SSPC-SP1; See Surface Preparations section on

page 3 for application of FIRETEX intumescent
coating systems

IZSF‘C-SF” 3/NACE 6, or ICRI No. 310.2R, CSP 1-3
SSPC-SP13/NACE 6-4.3.1 or 4.3.2, or
ICRI No. 310.2R, CSP 2-4

Surface Preparation Standards
Conditionof  ISO 8501-1 Swedish Std.

Concrete & Mason
Atmospheric:
Immersion:

. Surface BS7079:A1 SIS055900 SSPC NACE

White Metal Sa3 Sa3 SP5 1
White Metal 25 Sa2$b SP10 2

al Blast 2 Sa2 SP6 3
o g Bae S, 85 874
rovar o ey PliedgRusied B33 582 %F -
Power Tool Cleaning Sii28% Rusted 15 81 3 DSt3 sP3 -

TiNTING

Tint Part A with Maxitoners at 150% strength. Five minutes minimum mix.
ing on a mechanical shaker is required for complete mixing of color.

Tinting is not recommended for immersion service.

AppLicaTiON CONDITIONS

35°F (1.7°C) minimum, 120°F (49°C)
maximum (air and surface)

40°F (4.5°C) minimum, 120°F (49°C)
maximum (material)

At least 5°F (2.8°C) above dew point
Relative humidity: 85% maximum

Refer to product Application Bulletin for detailed application information.
ORDERING INFORMATION

Temperature:

Packaging:
Part A: 1 galton 23.78L and § gallon (18.9L) containers
Part B: 1 gallon (3.78L) and 5 gallon (18.9L) containers
Weight: 12.9 + 0.2 Ib/gal ; 1.55 Kg/L

mixed, may vary by color
SAFETY PRECAUTIONS
Refer to the MSOS sheet before use.

Published technical data and instructions are subj to change without notice,
i(l:_.omacg o)g:»syr Sherwin-Williams representative forj:dqditional technical data and

WarraNTY

The Sherwin-Wiiliams Company warrants our products to be free of manufactur-
ing defects in accord with applicable Sherwin-Williams quality control procedures.
Liability for products proven defective, if any, is limited to replacement of the defec-
tive productormemfundanhepurchaseprioe paid for the defective product as
determined by Sherwin-Williams. NO OTHER WARRANTY OR GUARANTEE
OF ANY KIND IS MADE BY SHERWIN-WILLIAMS, EXPRESSED OR IMPLIED,
STATUTORY, BY OPERATION OF LAW OR OTHERWISE, INCLUDING MER-
CHANTABILITY AND FITNESS FOR A PARTICULAR PURPOSE.

www.sherwin-williams.com/protective
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ZINC CLAD® Il HS

ORGANIC ZINC-RICH EPOXY PRIMER

ParT A B69A100 GRrAY-GREEN, Base
ParT A B6SLW100 OAP BLug, Base
ParT B B69V100 HARDENER
ParT F B69D11 Zinc Dust
APPLICATION BULLETIN 6.07

SURFACE PREPARATIONS

AprpLicaTioNn 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.

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

Iron & Steel (atmospheric service)

Remove all oil and grease from surface by Solvent Cleaning per
SSPC-SP1. Minimum surface preparation is Commercial Blast
Cleaning per SSPC-SP6/NACE 3. For better performance, use
Near White Metal Biast Cleaning per SSPC-SP10/NACE 2. Blast
clean all surfaces using a sharp, angular abrasive for optimum
surface profile (2 mils / 50 microns). Coat any bare steel the same
day as it is cleaned or before flash rusting occurs.

Galvanized Steel

Allow to weather a minimum of six months prior to coating. Solvent
Clean per SSPC-SP1 (recommended solvent is VM&P Naphtha).
When weathering is not possible, or the surface has been treated
with chromates or silicates, first Solvent Clean per SSPC-SP1 and
apply a test patch. Allow paint to dry at least one week before test-
ing adhesion. If adhesion is poor, brush biasting per SSPC-SP7 is
necessary to remove these treatments. Rusty galvanizing requires
a minimum of Hand Tool Cleaning per SSPC-SP2, prime the area
the same day as cleaned or before flash rusting occurs.

Weathered Zinc-Rich Primer

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

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

Surface PreparationStandards
Conditionof 1SO 85011 Swedish Sta.
BS7079:A1

- Surface w&m ggl;c ?ACE
White Metal

Near White Metal Sa25 Sa25 SP10 2
Commercial Blast Sa2 Sa2 SPe 3
Pt Rusted g%}‘ 2 8’3} 2 gg % Y
Hand Tool Cleaning smegd& Rusted g g % 8 g % gg % -
PawerTaa)(:#eaningEﬂ"‘s'ms Rusted D St3 5St3 _Sp3 =

Temperature: 35°F (1.7°C) minimum, 120°F (49°C)
maximum (air and surface)

40°F (4.5°C) minimum, 120°F (49°C)
maximum (material)

Atleast 5°F (2.8°C) above dew point

Relative humidity: 85% maximum

AppLicaTiON EqQuiPMENT

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
compfiant with existing VOC regulations and compatible with the
existing environmental and application conditions.

Reducer/Clean Up
Below 80°F .................... Reducer #58, R7K58 or MEK, R6K10
Above 80°F .................... Reducer #58, R7K58 or R7K104
Airless Spray
(use Teflon packings and continuous agitation)
Pressure............cco........ 2000 - 2300 psi
HOSE....ooooiie, 3/8" ID
L < OO 019"
FROE.ocviviiaisasnenmmminens none
Reduction....................... As needed up to 5% by volume

Conventional Spray
(continuous agitation required)

GUIN v sssmissisisissininssanscnnens Binks 95

Fluid Nozzle.................... 68

Air Nozzle...................... 68P

Atomization Pressure.....50 psi

Fluid Pressure................ 10 - 20 psi
Reduction....................... As needed up to 5% by volume

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

Brush
Brush.....ccoooooiviveviin, Small areas only; natural bristle
Reduction....................... Not recommended

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

www.sherwin-williams.com/protective

continued on back



SHERWIN
WiLLIAMS.

ZINC CLAD® Il HS

ORGANIC ZINC-RICH EPOXY PRIMER

Marine ParT A B69A100 GRAY-GREEN, Base
Coatin SUd o BRe O s
0a gs ParT F B69D11 Zinc DusTt
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RecomMmeENDED SYSTEMS

SURFACE PREPARATION

Film Thickness / ct.
Steel, pogurethane topcoat:
1ct inc Clad Il H 3.0-5.0 575—125)
1-2 cts. Acrolon 218 HS 3.0-6.0 (75-150)

Steel, catalyzed ¢ topcoat:
1ct Zia!%: Clad’l’ﬁ S

3.0-5.0 (75-125)
1-2 cts. Macropoxy 646 5.0-

0.0 (125-250)

Steel, catalyzed Xy topcoat:
1ct Zinc Clag‘I’I? HS 3.0-5.0 (75-125)
1-2 cts. Tile-Clad HS 2.5-4.0 (63-100)

Steel, catalyzed e siloxane topcoat:
% Clad T HS P

1ct. Zinc Clad 3.0-5.0 275-1 25;

1-2 cts. Polysiloxane XLE-80 3.0-7.0 (75-175

or

1-2 cts. Polysiloxane XLE-80 HAPS Free 3.0-7.0 (75-1 75)

Steel, acrylic topcoat:

1ct. znc Clad Il HS ) 3.0-5.0 575-125;

2cts.  Pro Industrial DTM Acrylic 2.5-4.0 (63-100
Coating

or

1ct Fast Clad HB Acrylic 5.0-8.0 (125-200)

Steel, water based e topcoat:

1ct. Zinc Clad Il E’%xy pe 3.0-5.0 §75-125;

2cts.  Waterbased Tile-Clad Epoxy 2.0-4.0 (50-100

Steel, water-based urethane topcoat:

1ct Zinc Clad Il HS 3.0-5.0 (75-125

1ct Waterbased Tile-Clad Epoxy 2.0-4.0 (50-100

1-2 cts. Hydrogloss 2.0-4.0 (50-100

Steel, Class B Comrliant System:

1ct. Zinc Clad Il HS . 3.0-5.0 275—1256

1ct Steel Spec Epoxy Primer (red) 4.0-6.0 (100-150)

ISO 12944 C5M System:

1ct. Zinc Clad lll HS 3.0-5.0 }75—125!_

1ct Fast Clad Urethane 6.0-9.0 (150-225)

or

1ct. Zinc Clad Il HS 3.0-5.0 75-125)7

1ct Tower Guard Epoxy 5.0-11.5 (125-287.5)

1ct. Acrolon 218 H 3.0-6.0 (75-150)

FIRETEX ONLY
Steel Substrate being primed for FIRSETEX M90 and M90/2
1ct Zinc Clad lll HS 3.0-6.0 (75-150)

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

DiscLAIMER

The information and recommendations set forth in this Product Data Sheet are
based upon tests conducted by or on behalf of The Sherwin-Williams Company.
Such information and recommendations set forth herein are subject to change and
pertain to the product offered at the time of publication. Consult your Sherwin-
Williams representative to obtain the most recent Product Data information and
Application Bulletin.

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 prepara-
tion information.

Minimum recommended surface preparation:

Iron & Steel: SSPC-SP6/NACE 3, 2 mil
gso micron) profile
Galvanizing: SPC-SP7

Weathered Zinc Rich Primer: Clean, dry, sound

Condition of

ISO 8501.1 Swedish Std.

VWhite M Surface BS7079:A1 SIS055900 SSPC NACE
Near Witte Metal 8835 3 §h30 2
Com Sa2 Sa2 gP 6 3
st ONBiesl usted 2 &2 §7 ¢
Hand Tool Cleaning SYE3% Rusted 5 31 3 DSt2 sP2 -
Power Tool Cleaning Rusted cst3 CSt3 sP3 -
TINTING
Do not tint.
APPLICATION CONDITIONS
Temperature: 35°F (1.7°C) minimum, 120°F (49°C)
maximum éalr and surface
40°F (4.5°C) minimum, 120°F (49°C)
maximum (material )
. o At least 5°F (2.8°C) above dew point
Relative humidity: 85% maximum

Refer to product Application Bulletin for detailed application information.
ORDERING INFORMATION

Packafjinﬁ: L
Part 1 gallon (3.78L)

Part B 1 gallon (3.78L
Part F 73 1b (33 Kg) Zinc Dust

0.30 galion (1.14L
22 Ib(10 Kg) Zinc Dust

27.63 + 0.2 lb/gal ; 3.31 Kg/L, mixed

SAFery PRECAUTIONS
Refer to the MSDS sheet before use.

Wmma " 0.30 gallon §1.14L

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

WarraANTY

The Sherwin-Williams Company warrants our products to be free of manufactur-
ing defects in accord with applicable Sherwin-Williams quality control procedures.
Liability for products proven defective, if any, is limited to replacement of the defec-
tive product or the refund of the purchase price paid for the defective product as
determined by Sherwin-Williams. NO OTHER WARRANTY OR GUARANTEE
OF ANY KIND IS MADE BY SHERWIN-WILLIAMS, EXPRESSED OR IMPLIED,
STATUTORY, BY OPERATION OF LAW OR OTHERWISE, INCLUDING MER-
CHANTABILITY AND FITNESS FOR A PARTICULAR PURPOSE.

www.sherwin-williams.com/protective
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ZINC CLAD® Il HS

ORGANIC ZINC-RICH EPOXY PRIMER

Marine PaRT A B69A100  Gray-Green, Base
Coatin g g SRS
0a gs PaArRT F B69D11 2Zinc Dust
PRrobucT INFORMATION -

ProbucTt DescriPTION

Probucr CHARACTERISTICS (CONT'D)

ZINC CLAD Il HS is a three-component, polyamide g}aoxy, zinc-rich
coating. It has a low VOC level and contains 90.5% by weight of
zinc dust pigment in its dried film.

. Metets Class B requirements for Slip Coefficient and Creep Re-
sistance

* Provides cathodic protection )

+ Damaged film exhibits "self-healing" properties

* Fast Recoat Time )

* Outstanding application properties

PropucT CHARACTERISTICS

Finish: Flat
Color: Gray-Green, OAP Blue

Volume Solids: 70% + 2%, ASTM D2697
Weight Solids: 90% * 2%, mixed
VOC (EPA Method 24):  Unreduced: <34%gIL; 2.80 Iglgal mixed
Reduced 5%: <360 g/L; 3. Ib/gal
Zinc Dust
Content lnw Ellm: ASTM D 521 80% Min
ASTM D 6580 85% Min
Mix Ratio: 3 companents, premeasured
3.5 galons (12.31) sl
Minimum Maximum
Wet mils (microns) 4.5 (113) 7.0 (175)
Dry mils (microns) 3.0 (75) 5.0 (125)
~Coverage sq ft/gal (m?/L) 224 (5.5) 370 (9.1)
Theoretical coverage sq ft/gal
(ML) @ 1 i/ 26 micronsant 1120 (27.5)

NOTE: Brush or roll application may re#uire_multiple coats to
achieve maximum film thickness and un ormity of appearance.
@ 35°FM1.7°C @ TT°FI25°C @ 120°F/49°C
50% RH
To touch: 45 minutes 30 minutes 10 minutes
To handle: 2 hours 1 hour 30 minutes
To recoat*:
minimum: 4 hours 30 minutes 30 minutes
*maximum: none none none
To cure: 10 days 7 days 7 days

Drying time is temperature, humidity, and film thickness dependent.
"NOTE: Film must be free of solvent, hard and firm. When rubbed
withthefaeeofaooinorknifemeﬁinshouldpoﬁshbutnotﬂakeord'oip.
"*Maximum Recoat: Uniimited. Must have a clean, dry surface for top-
coating. "Loose" chalk or salts must be removed in accordance with good
painting practice.

Paint temperature must be at least 40°F (4.5°C) minimum.

Pot Life: 6 hours 4 hours 2 hours
Sweat-in-Time: 1 hour 30 minutes 15 minutes
Shelf Life: Part A*: 18 months, unopened

Part B: 18 months, unopened
Part F: 24 months, unopened
Store indoors at 40°F (4.5°C) to
100°F (38°C)

"BE69LW100 (Part A) has a 12 month shelf life

Flash Point:

Reducer/Clean Up:
Below 80°F (27°C):

Above 80°F (27°C):

58°F (14°C) Seta Flash, mixed

sg%x%er#se (R7K58) or MEK,
Reducer #58 (R7K58) or R7K104

Recommenpep Uses

For use over properly prepared blasted steel.

Fabrication Shops

Bridge and Highway Structures
Stadiums and Sports Complexes
Drilling Rigs

Piping

Refineries .

Barges and Ships

Wind Towers - onshore and offshore

Shop or Field Applications

Not recommended for immersion service

Approved with FIRETEX hydrocarbon coatings
PERFORMANCE CHARACTERISTICS
Substrate*: Steel
Surface Preparation*: SSPC-SP10/NACE 2
System Tested*:
1ct. Zinc Clad Il HS @ 5.0 mils (125 microns) dft
1 AR G 2 TS e 1250 s o
on .0 mils m
*unless otherwise noted below ( )
Test Name Test Method Results
Adhesion ASTM D4541 | 1976 psi
‘ | Rating 10 per ASTM
Corrosion ASTM D5894, 27 | D810 for rusting;
Weathering cycles, 9072 hours | Rating 10 per ASTM
. D714 for blistering
i o) SIstaNCS | ASTM D2485 | 400°F (204°C)
! " Rating 10 per ASTM
mm ASTM D4585, 100°F | D61 0for rusting;
Resistance (38°C), 4000 hours ggt::gf o1r ob‘lggtre':iﬁgm
&’,’,‘g“'m”,;;""‘“ ASTM D3363 | 2H
; ASTM B117, 15,000 ggt;ggf . pet( el
| i s or rusting;
Sait Fog Resistance | hours | Rating 10 per ASTM™
| | D714 for blistering
Slip Coefficient* :\IngS‘&e dﬁlc.?ﬁo?s |
p Coefficien | for ural Joints |
(zinc only) | using ASTM A325 or | Class B, 0.52
ASTM A490 Bolts i
AGtten
» or ctural Joints |
Slip Coefficient! using ASTMA325 or | Passes Class B, 0.58
ASTM A490 Bolts |

Meets SSPC Paint Spec 20 - 1ct. Zinc @ 5 mils (125 microns) dft
Complies with ISO 12844-5 C51 and C5M requirements.

T S 3024 8 T8 o

“Refer to Slip Certification document

www.sherwin-williams.com/protective

continued on back




