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1.SCOPE

The scope of this specification is to provide minimum requirements for external coating of both
onshore and offshore facilities in the oil and gas.

2.REFERENCE

123A90-DDL-MAT-SP-60006- Coating and Painting specification
Norsok M-501 : 2022

3. SURFACE PREPARATION
3.1 DESIGN AND PREPARATION BEFORE BLASTING

All structures and equipment shall be designed according to ISO 12944 international standard for
high durability paint systems. All sharp edges shall be rounded (minimum radius > 2 mm).

The design of the item to be painted shall be such that it creates no interstice and inaccessible area.
All oil or grease shall be removed by washing the item to be painted with appropriate solvents or any
other suitable means before beginning blast-cleaning operations. This includes bolt holes in piping
assemblies.

All mating surfaces of equipment subject to outdoor exposure shall be coated with the full coating
system prior to assembly (saddles, skirts, base plates, bolted components, flanges, etc.). Special
attention shall be paid to avoid splashes of zinc paint on equipment made of austenitic steel.

Abrasive blasting shall not proceed if:
1)  Temperature of the substrate is less than 3 °C above the dew point
2)  The relative humidity is more than 85 % RH

3) The weather is rainy or foggy, except under shelter, and subject to verification of the
atmospheric conditions

Contractor shall keep a daily record of the dew point, relative humidity, ambient atmosphere and
substrate temperatures (all measured before the work commences and twice per shift and when
ambient conditions are obviously changing) to ensure that conditions are acceptable.

These records shall be kept and made available.

3.2 BLAST CLEANING OF STEINLESS AND DUPLEX STEEL
All surfaces to be coated shall be blast-cleaned according to:

1) The grade of cleanliness (ISO 8501 standard)

2) The surface profile Ra (ISO 8503 standard:
roughness meter with adapted cut-off or
visiotactile surface profile comparator) specified
for each system.

3) On stainless steels and duplex substrates,
only non-metallic abrasives in compliance with
ISO 11126-1-10 shall be used.

After blast-cleaning, all dust must be removed using a vacuum cleaner before application of the paint
(ISO 8502 — 3). All blast-cleaned surfaces shall be coated before the deterioration of the “grade of
cleanliness”. In any case, any surface that has been blast-cleaned shall be coated on the same day.
Before painting work commences, checks for the contamination of the surface by salts shall be
performed (ISO 8502 - 6 & 9).
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4 PAINT APPLICATION
4.1 GENERAL

Paint shall always be applied to surfaces that are dry, clean and degreased, for both coating on
substrate and previous coat.

Painting work shall not proceed if:
1)  Temperature of the substrate is less than 3 °C above the dew point
2)  The relative humidity is more than 85 % RH (90 % RH for inorganic zinc silicates)

3) The weather is rainy or foggy, except under shelter, and subject to verification of the
atmospheric conditions

4) The minimum or maximum temperature of the ambient atmosphere and the substrate are
within the limits given in the product data sheets (usually 10 °C for epoxy based paint).

Contractor shall keep a daily record of the dew point, relative humidity, ambient atmosphere and
substrate temperatures (all measured before the work commences and twice per shift and when
ambient conditions are obviously changing) to ensure that conditions are acceptable.

These records shall be kept and made available.

Application shall be by airless spray.

Stripe coats shall be applied by brush to all angles, corners, sharp edges, bolt or rivet heads, etc.,
with the same product as this to be applied on the surface to be painted. The only exception is
inorganic zinc silicates where stripe coats shall be applied using the repair system primer, i.e. zinc
rich epoxy.

Different colours shall be used for all successive coats of the paint system. The finishing coat of the
required colour shall be sufficiently opaque to cover the shade of the undercoat.

The thickness of each coat, including frequency and tolerance shall be checked by the Contractor
according to ISO 19840. The values shall be recorded and made available.

4.2 SPRAY APPLICATION

Paints shall be applied by Air Spray or Airless Spray.

Hose and containers shall be thoroughly cleaned before addition of new materials. The spray gun
shall be held no closer than 200 mm or more than 600 mm from the surface to be coated. During
application the spray gun shall always be held at a right angle to the substrate. Each pass shall
overlap the previous one by 50 percent. In order to achieve a uniform application, | when large surface
areas are being coated, spray application shall be made in two directions so that the passes are at
right angles to each other Le. cross spray at 50% over lapping. Pressures and spray fan shall be
adjusted so that the optimum spray pattern is utilised for the surface being coated.
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4.3 BRUSH APPLICATION

Application with brush is acceptable under the following conditions subject to Owner approval:
- When areas cannot be properly coated by spray for any reason.
- When spray application is difficult due to location of work accessibility.

- Above ground level when it is considered that loss of paint under prevailing conditions is
excessive e.g. windy and progress of work has to be maintained and personnel in or near the
work site or equipment property, may be affected by spray particles.

- For touch-up or repair of localised damaged paint or to areas of incorrectly applied paint.

- For painting of stripe coat e.g. when applying the initial coat of paint to corners, edges, crevices,
holes, welds or other irregular surface prior to spray application.

- When the substrate material to be applied are suitable for brush application.
- The number of coats shall be adjusted to the dry film thickness to match.

Paint brushes used shall be of a style and quality that will permit appropriate application of the
material being applied.

Material applied by brush shall be smooth, uniform in thickness, without any apparent surface defects
such as brush marks, runs, sags, or curtains.

4.4 ROLLER APPLICATION

Roller application shall only be used with written approval from the Owner.
Roller application may be used only when:

- Spraying is not feasible.

- Primer coat is applied by brush.

- Paint application by roller method is acceptable to paint manufacturer and is in accordance with
the application data.

5 REPAIRS AND TOUCH UP PAINTING

5.1 GENERAL

Any defect shall be repaired before the application of further coats. Subject to the agreement of
COMPANY, and after determining the type and size of the defects, the following methods of repair
shall be applied

5.2 MAJOR DEFECTS

The paint shall be removed completely by abrasive blast-cleaning and the entire system shall be
reapplied.

5.3 MINOR DEFECTS (localized appearance, mechanical damage, scratches, etc.)

Subject to the agreement of the Supplier of the product, the system shall be removed by localized
blast-cleaning, the edges of the sound coating shall be feathered back about 50 mm, and the repair
system shall be applied.
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6 PAINTING AND COATING SYSTEMS

The coating systems to be used are:
- SYSTEM 6A (PC 0301)

7 INSPECTION

7.1 PAINTING INSPECTION

Prior to surface preparation, during surface and paint application Contractors’ Quality Control
department shall check the following points and record the results in its quality control report.

Raw materials and conditions for storage:

1)  Data sheets of the products, shelf life, storage requirements
2)  Storage under shelter

Construction quality:

1)  Rounding of corners, sharp edges to 2 mm radius minimum

Climatic conditions for surface preparation and coating application:

1)  Temperature of substrate at least 3 °C above dew point

2)  Maximum humidity 85 % RH (90 % for the application of inorganic zinc silicates)
3)  For paint application, ambient temperature >10 °C for epoxy

Surface preparation quality:

1)  Grade of cleanliness: Sa 2 ' according to ISO 8501

2)  Cleanliness: no grease or oil, dust level 2 maximum according to ISO 8502-3

3)  Anchoring profile: G medium according to ISO 8502

4) Contamination including chlorides: according to ISO 8502-6 and 9, 20 mg/m? maximum.

Coating quality:

Testings and inspections shall be carried out as per table below:
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Test type Method Frequency Acceptance criteria Consequence
i Ambient and steel Before start of :
Environmental . P In accordance with .
e temperature, Relative | ®ach shift + . . No blasting or coating
Dﬂl‘lﬂlllﬂﬂﬂ hun_“dh_r an pﬂlnt :;-:r;.:mum twice per Spﬂﬁﬁﬁﬂ I'ﬂﬂl.lll‘&menl&
ift.
Visual for sharp edges
Visual weld spatter slivers, rust | 100 % of all Mo defects, see
examination grade, etz surfaces specified requirements Defects to be repaired
IS0 8501-3
a) 100 % visual of | @) In accordance with | a) Reblasting
Cleaniiness a) IS0 85011 EI||]I| surfaces specified requirements | b) Recleaning and
b} IS0 8502-3 b) Maximum quantity | retesting until
) b) Spot checks and size rating 2 acceptable
: - Repeated washin
IS0 8502-6 and Maximum conductivity wliFF: potable wata?and
Salt test Spot checks corresponding to 20 : il
IS0 8502-9 mg/m® NaCl retesting unti
acceptable
Comparator, stylus
Roughness instrument or testex tape | Efgmm;ﬂ";nm'z As specified Reblasting
(see IS0 8503) pe
Curing test (for Each component :
Zn silicate). ASTM D4762 or once per 100 m Raling 40 & Allow to cure
Visual to determine
Visual curing, contamination,
S solvent retantion, 100 % of surface According to specified .
;::?I:natlnn of pinholes/popping, | after each coat requirements Repair of defects
g sagging and surface
defects
| :
) As per coating
:::;d:tllh;'l 53519501. Voltags, see systam Mo holidays Repair and retesting.
specification
— : Repair, addilional
; i IS0 19840. Calibration IS0 19840, and coating : i
Film thickness ISO 19840 : coals or recoating as
on a smooth surface system data sheet appropriats
IS0 4624, using
equipment with an
) automatic centred i i
Adhesion pulling force, and carried Spot chacks See notes below Coating to be rejected
wul when coaling syslem
are fully cured

NOTE 1 For coating system no, 2 A, adhesion during CPT shall be minimun 2,0 MPa. Adhesion measured during poodwection
shall be minimum 7.0 MPa for any single measurement.

MOTE 2 For coating system no. 3A, system no. 3C, system no. 3D, system no. 3E, system no. 3F and system no. 3G, maximum
3U % reduction from the CPT i acceptable. Absolute minimum value is 5 MHa.

MOTE 3 For sprayed on passive fire protection, maximum 50 % reduction from CPT value read as cohesion is acceptable.
Absolute minimum values are 2,0 MPa for cement based products and 5,0 MPa for epoxy based products. Epoxy based
passive fire protection may be used to glue the test dollies lo the primer in order to measure the adhesive strength.

MOTE 4 For the remaining coaling systems, 50 % reduction of average adhesion value from the CPT is acceptable as minimum
adhesion during production coating. Absolute minimum value is 5 MPa.

MOTE S For adhesion test during CPT, glue failure with values below 15 MPa is not accepted. X-cut test can be used as a
supplementary test for adhesion, when relevant.

NOTE& Spol checks shall be defined and agreed an befare start of each project and included in the Inspection and test plan
[P
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8 PAINTER QUALIFICATION

PAINTING INSPECTOR

- NACE International Coating Inspector Training and Certificate Program Level

lll is considered acceptable for qualification of painting inspector .

FROSIO, the Norwegian Professional Council for education and Certification
of inspector for Surface Treatment Level lll, is considered acceptable for

qualification of Painting inspector.

PAINTER QUALIFICATION

- All Painters shall demonstrate ability and knowledge of pertinent items of this
procedure by successfully executing a written test and performing related

tasks using approved procedures (skill test).
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9 PAINT CYCLE

System 6A
Eiuitel: Ve lves PAINTING PROCEDURE PAG 1DI 1
i ' PC 0301 REV 00
GENERAL SERVICE APPLICATION | Stainless steel surfaces
S Painting of carbon steel valves according to Spec. 123A90-DDL-MAT-
SP-60006 system 6A
TEMPERATURE RESISTANCE -50°C To +80°C
CLEAMLIMESS: Sweep blast, Ref S5PC-5P16
S RSP ANA ROUGHNESS: (50 8503 GRADE MEDIUM G. - Anchor profile 25-85 mecrons
N® of coats Type of PROCESS Manufacturer Product Film Thickness
1st Coat Epoxy Primer INTERMNATIOMAL INTERGARD 269 50 microns
2rd Coat Epoxy Polyamine |  INTERNATIONAL 'NLE?E{‘:RD 100 micrans
3rd Coat Polyurethane INTERNATIONAL INTERTHAME 990 75 microns
-\----\"-\-\___\__\_ T —— -_\_\__"—\-______\_ -\---""—\-\____ _ h T —
MINIMUM TOTAL DRY FILM THICKNESS: 225 microns
FINAL COLOR: RAL 9002

MNOTES :

specifications.

Application temperature drying times and other physical data of paint as per manufacturer

FLUITEK ORSENIGO VALVES S.r.l.

Docwmento Distribuito ed autenticato in forma elettronica
DorasTer DiSahured S ceriTing MTugh eectomns System

0a 20/05/2024 | ISSUED FOR APPROVAL

PATELLIL.

REV Data MNota

Emesso da:
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10 PAINT REPORT SAMPLE

CATTANEA
GHIYANXI

Tt B OO

9

S

TSA :
Repopy 8023 25072023 AAK

Customer:

Purchaser: Praoject:

Purchaser Order No.:

JOB n':

Palnt Procedure:

Paint Sysiem:

Artiche:

by

com

oY

ity

ENYVIRONMENTAL CONDITIONS:

Activity

BLASTING COAT 1 COAT 2 COAT 3 COAT 4

Start dabe

Thme

ESteel temperature ["C]

Alr termiperature [*C]

Relative humbdity [7]

Dew point ["C]

Bictier lest acc. To AETM DL2ZBEF

SURFACE PREPARATION METHOD:

Cieaning type

Biasting standard

|Grit type

SURFACE FREFPARATION TEST REBULT:

Test type

Date Reguired Resull

Boluble saft (1808306263}

Reskdual dust (ESO8302-3)

Surface cheanlinsss

Burface roughness (130 8303-2)

Ccomparator

Burface roughness (150 8303-5)

replica tape

Mek test (ASTM D7 535

COATING MATERIALS:

COAT M.

1 2 3 4

Faint supgiler

Coating brand name

Batch no. 7 A

Batch no. i B

Explration dats

Caobowur

Appiication method

Minimum DFT um

urm urm |

Medium  DFT um

Hrm urm T

Requlired DFT i

prm urm [Tl

COATING ACCEPTANCE TEST:

Test type

Date Faqubred Fesult

Visual appearance

Flinal colodr

Total DFT 150 19840)

Adnesion bast:

Tested by:

Approved by: Painter: Custormer Inspector:

Cafignes Giovannl Vemiciature Va G

ilel 82 . Trescore Balneano (B3] 24089 [TALY . P
cattaneo. puaiflyconimiffoutiook com - Phc 438 ol

CZEOAT3001 wwwcatansovermiciaiune f -




Fluitek

BValves

QUALITY SYSTEM PROCEDURE

Pag. 11 of 24

PO 240062 PAINTING

Rev. 01

SIB

FAINTING CERTIFICATE

VERNIZLATIWR:A
Cusiomer Daie Report B
Cusiomer Project Spacinoation: I
Articie: Paird Suppber
Hem WG T
EQUIPMENT
R'.'l\.iEh Coamparator Dew Poind Meier
Tick Gauge Conductivity Meler
Adhesion Gauge Fail Thickness Gaugs
SURFACE PREPARATION
Date: Z20W2023
Test iype Accarding o Regured
Sourface Cleaniiness ES0 B8O -8 SA38
Sourface Roughness IS0 mBO3-2 MEDILM G
Sourface Roughnass 150 B503-3 30 - 73 um
Solubie Saf Tesi IS0 A0
Resicdual Dusi IS0 BB03-3
OType of Abrmsie N L,
Eioter test ASTHM D4T00 Mo oil | Mo waler
Enviranmenisl Condiction IS0 B0 -4 Ta'c | TG | RH% | TAT Ta'C | Ts'C | R | Td'G
COATING S5YETEM
Humber of Coat 1" b 38 4r
Date and Time
Faint Product Name
Colar
Eatchn™ A 1] A) -]
A) B B
Amblent Temperature
Biesl Temparature
RH%
Dew Paoint
Method
Required OFT
Mean OFT
CHECK INORGANIC ZINC
Test type | According fo | Date | Required | Resit
Mk Tesl | AsTM DaT2 ] | I | [
COATING ACCEPTANCE TEST
Tesd fype At cording to Daite Required Resuit
Wisual Chack
Final Caolor Tolal
OFT 150 18040
Tested by- Customer QC: Customer Inspecior: Inspecior Signatura:
¢
..
Vi . F ]
Dals Date: Dare: Date:

11 PAINTING MATRIX

P4 D4 3088530183 - CF

5JB VERMICIATURA - via E Ferma, 34
SIOAWDEZAIAZIIOSE Tel 0338257337 -

24020 5

inrorosoate (B0

E-mail: infoiybvemicaturait
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Pos. Commessa Classe Diametro Qta ord. Ciclo verniciatura

001 240062 #300 1” 1,00  SYSTEM 6A RAL 9002
002 240062 #300 4" 1,00  SYSTEM 6A RAL 9002
003 240062 #300 4" 1,00  SYSTEM 6A RAL 9002
004 240062 #300 4" 1,00  SYSTEM 6A RAL 9002
005 240062 #300 4" 1,00  SYSTEM 6A RAL 9002
006 240062 #300 4" 1,00  SYSTEM 6A RAL 9002
007 240062 #300 4" 1,00  SYSTEM 6A RAL 9002
008 240062 #300 1” 1,00  SYSTEM 6A RAL 9002
009 240062 #300 2x1.1/2" 1,00  SYSTEM 6A RAL 9002
010 240062 #300 1” 1,00  SYSTEM 6A RAL 9002
011 240062 #300 1” 1,00  SYSTEM 6A RAL 9002
012 240062 #300 1” 1,00  SYSTEM 6A RAL 9002
013 240062 #300 1” 1,00  SYSTEM 6A RAL 9002
014 240062 #300 1” 1,00  SYSTEM 6A RAL 9002
015 240062 #300 1” 1,00  SYSTEM 6A RAL 9002
016 240062 #300 1” 1,00  SYSTEM 6A RAL 9002
017 240062 #300 1” 1,00  SYSTEM 6A RAL 9002
018 240062 #300 1” 1,00  SYSTEM 6A RAL 9002
019 240062 #300 1” 1,00  SYSTEM 6A RAL 9002
020 240062 #300 1” 1,00  SYSTEM 6A RAL 9002
021 240062 #300 1” 1,00  SYSTEM 6A RAL 9002
022 240062 #300 1” 1,00  SYSTEM 6A RAL 9002
023 240062 #300 1.1/2" 1,00  SYSTEM 6A RAL 9002
024 240062 #150 1.1/2" 1,00 | UNCOATED

025 240062 #150 1.1/2" 1,00 | UNCOATED

026 240062 #150 1.1/2" 1,00 | UNCOATED

027 240062 #150 2x 1.1/2" 1,00 | UNCOATED

028 240062 #150 1” 1,00  SYSTEM 6A RAL 9002
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12 DATASHEET

Intergard, 269 ¢t International

Epoxy

SLURFACE
PREFARATION

APPLICATION

Al mrfaces o be coated showld be clean, dry and See fom comamnation. Pror to paint applcabon 2
surfaces should be assesxed and treated in accordance: with @50 85042000,

Oil or geease should be removed in accordance with S5PC.5F1 solvent deaning.

Abrasive Blast Cloaning

For immersion servioe, intergard 265 must be applied o surfaces bins? ceaned 1o 522 (150 B801-
122007 or S5PC-5F10. However, for atmosphent exposune inergand 2645 mary be applied 1o sudaoes
prepared to 2 minimum of S22 (150 8501 -1 2007 ) or SEPC-SRE

Surface dedscts reveaied by the bizst cl=aning prooess should B ground, filed, or reated in the
appogriote manner:

Witra High Prossurn Hydr { {neom sorvice ondyj

May be appéed io surfaces prepared to Saz (150 85601-1:2007) or S5PC-5P6 which hawe flash nusted fo
no worse than Grade HE2M [refer io InSsrnaSonad Hydrobiasting Standarss). Further information s
arvailabke from international Frotecive Coatings.

Tin Coat Applications (see Product Charactoristics)

In the case of zino primers, where necessany, remove weld , smoath weld seams and sharp edges.
ard hias! dean weids and damaged primer 1o Sads (150 B801-122007) or S5PC-SPE. The shop primer
o pther primesr surface should be dny and free of all contaminason (oil, greass, salt sic) and overooated
with Imemard 268 within the ovwercoating intervals specified for the primer (consult fhe relevant product
datn sheet)

Ensure that fhe zinc prmer has fully cunsd and is dean, dry and free from znc salts pnor o overcoasing

Mixing ldaterinl is supplied in two containeTs as 2 Wil Always mix 2 complete unil in
the proportions supplisd. Oncs the wel has been miced [ muest be ussd within
the working pot ife specified.

i Exie Base (Fart &) with 2 power agitator.
("] Comisine entine contents of Curing Agent {Part B) with Bazse
[Fari A) and mix thoroughly with power agiator.

Mix Ratic 4 partis] - 1 pariis | by voksme
‘Working Pot Lita G {80°F) W CEEF)  BCTTF 40°C{F)
IT hours 12 hows B hours: 3 houwrs
Abrons Epray Recommended Tip Rangs 0.38.0.83 mm: (1 5-21 thow)

Taotal outpe fiud pressune ai spray Sp not less than
141 kgiom® (20086 psi )

B Spray Recommended Gun Deviibiss MEC or JGA
{Pressuro Pot) dir Cap 704 or TES
Flud Tip E

Bnssh Suitable - smail ansas Typicaity 28.30 microns | 1.0-9 2 mis) can be
only achieved

Raoler Suiabls - small ansas Typicaily 25:30 microns | 1.0:1.2 mis) can be
only achiesed

Thinmsr Imemational GTAZ20 Donot $in more than alioeed by iocal

{or intermational GTA415) emvwmnmental legisiaton

Chaansr Inlermational GTAEZ2 or imtematonal GTAL1E

Wiork Edoppages Dz not alicw maleral fo remain in hoses, gun of spray equipment. Thomoughly
fiesh al eguepment with Imtemational GTARZE Once units of paind have been
mixed they should not be resesied and {5 advised thad afier proiomged
sioppapes wark ecommences with freshly moed unis

Clsam U Clean all equipmernt smmediaiely afier uss with infernasonal GTARER. It s good
working practios to periodicaity fush cut spray eguipment during the course of
the working day. Freguancy of deaning will depend upon amount sprayed,
lemperature and =lapssd time, induding any delays.

Ml surplus matenals and empty comtainens should be disposed of in acooedance:
with appropriate regional reguiationsegisiation
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Intergard, 269

% International

Epoxy
PRODUCT A quick drying two component eposxy primer.
DESCRIFTION
Suitable for overcoating after prolonged periods of weathering.
INTENDED USES Az a blast holding primer suitable for use in immersed and exposed conditions and overcoatable
with a wide range of high parformance systems.
For use at both new construction and maintenance.
Alzo for use as a tie coal on zinc sillcate to prevent zinc salt formation on weathering and pinholing
of subsequent high build topcoats.
PRACTICAL Colour Red (See Product Charactaristics section for further details)
INFORMATION FOR
INTERGARD 269 Gloss Level Matt
Volume Solids 47%
Typical Thicknass 40 microns (1.6 mils) dry equivalent to B5 microns (3.4 mils) wet

Theoretical Coverage

Practical Coverage

11.80 m®litre at 40 microns d.ft and stated volume solids
471 =2q.f'US gallon at 1.6 mils 4.1t and stated wolume solids

Allow appropriate loss factors

Method of Application Alress Spray, Alr Spray. Brugh, Roller
Drying Time
Owercoating Interval with
recommended topooals
Temperature Touch Dry Hard Dry Mintmurm Maximeim
10°C (50°F) 40 minutes 16 hours 16 hours Extended®
15°C (59°F) 35 minutes 12 hours 12 hours Extended"
25°C (FT°F) 30 minutes 8 hours B hours Extended"
40°C (104°F) 15 minutes 1 hour 4 hours Extended®

! Maximum overcoating intervals are shorter when using polysiloxane topcoats. Consult
Intermational Profective Coatings for further detalls.

REGULATORY DATA  Flash Point (Typical)

Product Weight
vac

Part A 26°C (79°F); Part B 25°C (77°F); Mixed 26°C (79°F)

1.53 kgl (12.8 Ibigal)
3.75 Ibigal (450 g/lt) EPA Method 24

293 g'kg EU Solvent Emissions Directive
{Council Directive 18991 3/EC)

See Product Characteristics section for further details
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Intergard. 269 ¢S International

Epoxy

PRODUCT
CHARACTERISTICE

EYETEMS
COMPATIEILITY

Use as a Holding Primer

Intergard 268 & suitabis for use & a blast balding primer for siesstwork inlended for sxposure in
both immersed and atmiosphenc axposune conditions. Aaply Inlergand 260 & the recommended
Hhickrniess &5 ower-applicalion will resil in & glossy sufface which may mol be sistable foc
overooaing afler ageing.

Withen coaling sheel in high ambeent temperatures thinming with inlernational hinners may be
necessEAry bo prevent dry spray and conirol film Shickness.

Thi= produc wil nat e adequatsly bafow 5°C (417F) For madmum paformance ambient curing
temperaluies should be abave 10°C (B0°F)

Imesgand 265 s also sutable for application (o degressed and abraded stainless sies=l and
gahanited stéeel . Abrasion can be carted oul by light Blasting using a non-ferrous abrasive of by
carborondum disking on small areas

Uss ¥z a Tie Coat

To ersaire good penetration of #nc siicabe coatings Intergard 288 <hould be inned by 15-26%
with inbemational thinners. Intergand 268 should be aliowed 1o cure before lopooabing with high
builds otherwise the effectiveness in prevenling pinholing is reduced

Excesse film thickness may lead 1o splitling of the fitn when overcoated with high build sysiems.

For applicaion &t termperaturas balow 10°C {50°F) alterrative tie coals are avalshle For
irarmatan contact Inlemalioral Probective Coadings.

When used in a marine emircnment the schemes and ovencoating inbervals ulilised many diffes

Intergard 268 & globaly available in Red; stemative shades may be available upon regues]
Comsull Interratienal Protective Coalings for further debsis

Mote. WOC values qualed are based on mammum possiale for the product taking mio account
vafiafons due o colour difierences and normal manudacinng olerancoes.

Low malecidar weight reactive addifves, which will form par of the Sim duing nommal ambiend cure
condiions, will also sffedt VOO valses delsmined wsing EPA Method 24

Inmergand 265 s suilable for use over (he foliowing prmers

Imerzing 22
Inferzing G2

Thee foliowing iopeoaisfintarmediabes are reconmended far intergard 280:

Imercure 200HS Imergard 740
Intercure 430 Intersesl 6T0HS
Irderfine B20HS Ingerthane BTO
Irterfine B78 Inferthans 890
Inferfine 879 Inferzone 505
Imergard 261 |t ermre G54
Infergasd 345 Irterzane 1000
Irtergard 4T5HS

For detaiis of other systems, corsull International Protective Coatings.
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Intergard, 269 A International

Epaxy
ADDITIONAL Further information regarding mndusiny stardards, jermes and abbreviafions used in this data sheet
INFORMATION can b feund inihe fallowing documenls avaitable al wwwintermabional pe com:
* Definitions & Abbrevialions
= Surbce Preparaion
*  Painl Application
» Theorebeal & Prachical Coverage
Individial copies of thess infarmafan saclions ane available upon request.
SAFETY This produd is ntended far use onfy by professional applicatons in ndustis stbuations in
PRECAUTIONS scoordance with the advice given on (his ches), he Mateial Salsty Data Shest and e
contsner|z}, and should not be vsed withoul reference 1o e Maderial Safety Dt Shes| (MS0E)
wihich Intematonal Prolectve Coabings has provded fo s cusiomess.
Adi work invohing the appil cason and use of this product showld be pedomed in compliance with &l
refevant nationad, Heallh, Safety & Ermdronmental standards and reguiations
I i Everd welding o flame culling is perfarmed on metal coated with ths produdt, dust and
furmseg will be emitted which will reguire the use of aporoprishe pemonal pralective eguipment and
atiequate iocal exhaus! vendiation.
i in doubl regarding the suilability of use of this produc). consult Inbemational Prolective Coatings
far further advice,
PACH 5IZE Lintl Size Fan & Pax B
‘vl Faok ol Pacs
20 e 16 i 2 e 40rm 5 lirs
5L gal AUSgal SUSga 1usge 1UBgal
For avsilabity of cihar pack sizes, eonmel intemational Frolcive Coatngs.
SHIFFING WERSHT ‘Linid Size PaitA PanB
EErSRCALY 20l 20 ky a1y
5L gal BT Ib L o
STORAGE Ehalf Life 12 odrine mund s @1 35°C [TTFL
o re-nspechon Husraater Shoa b dry, Bhaded condbons sway Bom
BoirTes. of hoat e igrdon
Empostant Note
b inforvmmicn o Fc dnis arwt i rok ISIGRT & B S, Sy SRTON DG (W procr o By PETans O e Bt Seeclically ACTrvoanced i S i s watt e
ke b e A A Mk e e e e Rt g e M o A 8 o bl il vt
[ ey om bt o bt e, P o il v fhar gLy or s condifion o s, ki o e many Ao el e
L D aEEiCEon of the DRt mmmuu‘m o1 Wiy 10-3T 32 e 30 ROl BCoa Ay mbiny ol for Soe pericomence of T s o i CIulecT fo e
RmTLE Rt g by e 8y 6T Or Samage BRGSO o e LW oF e pTUCt W ety el any MECEHEE 5 PSARISRANEAT, SREEE O e by COMon of
i ctfew soiadng. mEta eTEwion By SeRRa of ekt o SR for i paicsle: gaTons. AR produT L e o p—
o Corsitors of Sea. You shoukd secuss w cogiy =t docsment mas’ v i candly conisinez e dam shes oo Sate fo meciicasas o e i e = S

irrrminn
gl o SEEDence BoT DuF PORCy Of DNErunsl SEHROETET. 5.3 P ST reponnbady 13 Chck Bih Ned oo’ maaULaRiaie I [ Jeie pheet 0 CeTe poo D ueng e o

The Techwow Dt Sheer 0 Swmise 07 o asdrde 5w rom wad rhooss B S LETW AX R Cocamerd SAcaT Due O ANy
e b S SoCaTent §9T e ueeTon of the Mﬂhﬁ.ﬂl\.mmmdﬂlmm-lwnn A el BEE CTRSEETE

mne aum [HDAD0CE
Copgmight & Adazigesl M0 04E

Al s ks meoacad o f Resicaion s e by, o doeed i e AkroAbe grees of caTpTes
waw. Infermational-pe_com
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Intergard; 475HS

¢%International.

Epoxy

PRODUCT A low WO, high sobcs, high Bulld, fwo component spoxy coafing. Avaiable with comventional pigmentation, or alemathesy

DESCRIPTION can be pigmented with micaosous Fon oxide f provide enhanced ovescoating properties.

INTENDED USES For uss a5 & high build epoay coating 10 improve barfer protecton Tor a range of anSi-cormosive coating sysiems in a
wide range of snvimnments induding offshare strocteres, petrochemical planis, pulp and paper mils and bridiges.
Buitable for use in bath maintenance and new consirudion SituMions a8 part of &0 anb-cormsive coating Sysiam.
The imscaceous: ron takds vansnl mprowes long term oveitoafing properies, balter faalilating application in the
fathrication shap, prior o shipping, with final overcoating on site

PRACTICAL Calor Light gray MIC and & saleched ranga of colons

INFORMATION FOR
INTERGARD 475H5  Gloss Level

Volume Solids
Typical Thickness

Theoretical Coverage

Practical Coverage

Mate
A

=B mils [ 100-200 microns) dry squivalent to 510 mis {125-250 microns ) wel

257 5g.WUS galion al § mils d.L1 and Stated wolume salids
G40 miter & 125 micrans 411 and stated volume solids

Allow approphaie loss fBciors

Method of Application Airiess Spray, Air Soray, Brush, Roller
Drying Time
Overcoasing iniersal with
recomimenced iopooats
Tamporaturs Touch Dy Hard Dy i Mo
Z'F [-8'C} 150 minutes 48 hours 48 hours Ext=nced’
A1°F (5 80 minuies 16 hours 16 howrs Extenced’
BOF {10°C) B miries 14 hours: 13 hours Ext=nded'
BS'F [18°C) T8 minuies 10 hours 10 hours Exended’
TTF25°C) £0 mnuies & haours B hours Extenced’

* Eee Internaboral Proteciee Coatings Definfions: & Abbrevations
Maximum overooating intervais are shorier when usng polysiiocane topooats. Consult intemational Proteciive Coasngs

for further details

Far curing at elevaled femperahres an afternative cunng agent is avaiable See Product Characienstios for detais.

REGULATORY DATA Flash Polnt ‘Tw}cnu Part A S3°F (34°C); Pari B 88°F (31°C); Mixad 91°F [33°C)

VoG

1.72 kigal {207 g EPA Method 24
&2 gleg

EU Sotwert Emissions Direcive
(Councl Dinectve 1595971 YEC)

158 gitt [ 1.32 1S Gad) Chness Mabonal Sandard GRS

See Prodoct Charactersics. sscion for further detals
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Intergard, 475HS

Epoxy
SURFACE
PREPARATION

APPLICATION

+%International.

All surfaces o be coabed should be dean, dry and free from contamination. Prior 1o paird application, all surfaces
shauld be assessed and Feated in accordance with |20 8504 3000.

Primod Surfaces

Irergand 4TEHS should alwais be appled over & recommendéd anli-cormsive daating sdheme. The primer surfacs
should be dry and free Trom all contamination, and Intergard 47 5HS musl be appied wilhin the overcoaling inbervats
specified [consull the refevan] prodwct data shessl ).

Areas of breakddawn, damage eic., should be prepared o the specified slandard (e.9. S5PC-5PE or 5a2% (150 8501
=1:2007), Abrasive Blasting, or S5PC-SP 11, Power Tool Clieaning] and patch pimed prios o the application of
Irtergand 475HS

Zinc Primed Surfaces

Ensure thal the suriace of the primer & clean, dry and free from contaminadon and zinc =als before appicasan af
Irergand 476HS. Ensure Snc primens are fully curesd Befiare overcoating.

Mixing Material s supplied in two containers as & unit. Always mix a complete unit in the
propartions suppliesd. Once the unil has been minesd, il must be used within the working
pot Be specified,

{1} Agilate Base (Part A) with a power agitalor.
{2} Combine anfine conlenls of Curing Agent (Pan B) with Base
{Pan A) and mioc Shioroughly with power agitaios.

Mix Ratio 3 pani(s} - 1 pariis) by valume
Working Pot Life 23°F {-5°C) 41°F {E"C) 58°F (16™C) TTF {25°C)
3 hours 3 hoiers 2.5 hiirs 2 hors
Alrless Spray Resammended Tip Range 21-25 thou (0.53-0.63 mm)
Total autpud uid pressune o spray fip nol ks han 2702 pa
{190 kgiem™)

Alr Spﬂy Resammended Gun Devilbiss MBC of JGA

{Pressure Pot) Al Cap T4 oF TES
Flund Tip E

Brush Suiladrle Typically 3.0 mis {75 microns) can be achiewved

Roller Suilahle Typically 3.0 mis 75 microns] can be achiéwved

Thinner Intemationsl STADXIT Thinnirg is not normally required. Consull the local

represeniatve for advice during apolication in extreme
conditions. Do nod thin mare $han aliowed by local
emvirormental kegslation

Cleaner nbemationsl GTAE22 {or  Choice of cieaner may be subject 1o local legistation. Please
Intemationsl GTA415) cansull your local regresentative far specific advios.

Work Bl,nppagua Do nol alfio malerial to remain in hoses, gun or Spray eguipment Iy Thush all
equipmerd with Intemations GTAERZ2 . Onos unils of paint have besn miced thay shouid
not be resealed and it is advissd hal after profanged sloopages work recommences with
Freshly mimed urits

Clean Up Clean all equipment immedately aflsr use with iMernationsl GTABZZ. | is good working

practice to periodically fush oul spray equipment dusfing the course af Bhe warking day.
Frequency af cleaning will depend upon amouint spraved, bempesature and slapded Bme,
ncduding any delays.

Al surplus maierials and emply containens should be disposed of in accordance with
appropriate regonal reguiations/egisiation




Pag. 19 of 24

QUALITY SYSTEM PROCEDURE
FIU'Teko\/OlveS PO 240062 PAINTING

Rev. 01

Intergard, 475HS ¢%International

Eponxy
FPRODUCT Irtergard 4T5HS is primarily designed Tor use #s 3 high build barmer coa 1o impart barmer proteclion 1o a coafing

CHARACTERISTICS  &ystem llis recommended thal il should be overcosled with 2 durabis firish from the inberfine or IMeriane rangs
when appeanenes i impartanl.

Magirraim fikn build in one ool & best stlsined by aifess spray. When applying by methods olter than aidess spray,
thee required film build is unlikely to be achieved. Applicaion by air spray may require & mulliple aoss spray patiem
1o atiain maximuen Bm build. Lowes or high lemperatures may reguire specific apolication techriques o achisve
magximum film build,

Wihen Spplying Inlesgand 4TEHS by Brush o roller, it mdy be nacessary o apply mulliple co3ts 1o achieve the lotal
specified sysiem dry fim hicness.

Surface lemperature must always be & mmimum of 5°F (370 ) above dew paint. When applying Inteérgand 47EHS in
oonfined spaces, ensue adequate venlilation. Expasure to wracceplably low lemperatures andion high humadifes
during. ar immadistely afer, spplication may resull in inoomgplete cure and Surfece contamination thal could
jropardine sidsequent nlecoat adhesion,

Elevated Termnperature Curing
An altemative curing agenl is availabie for applicalions at lemperatures greaber than 7TF [267C).

DOvercoating Imterval wilh

mepomimended bpeoats
Iemperaloe Touch Dry Hard Ory Minimum Maximum
TT°F (25°C} 5] minutes B hours B hours Exbended *
104°F 40" B0 minuies 2 hours 2 hours Extended *

* Zae Imernatioral Probactive Coatings Defmnitions and Abbrevialions

Imerchanging standand and slevated iemperabune cuting agents during applicaion o & specific struchure will give rise
to an ohservable color change due (o the diference in the yeliowing/discolorabion process comman o all apaxies on
expogurs i UV lighl. In common with all epoxies, Intergard 475HE will chalk and disoalor on exlerion exposune
Howewer, Ihese phanamens & nol delrimendal 1o anli-oomosive performances.

Irergand 475HS i nol designed for confinuous waler immession.

The mcsteous ron oxide vatianl of this produd is requendly used as a “travel coal” priar o final overcoaling on site.
To ensure besl exlended owercoaling propesties, ensure overapplication does not cocur and that the surface s fully
cleaned of &y contamination which may be préesent in the Surface becurs due fo he codrse naluse of the micateous
iron axide pigmentation.

When applying Iniengard 4T6HS & temperahines less than 55°F (15°C) or wet filin thickmesses of & mis (150

meotons) of less, addition of arcund 5% Intematioral GTAJDT thenners will imprave fim appearsnce, spravabiity and
aid Tilm Sickness conlrol

On consullation with miemational Protectvw Coalings ihes produc & compatile with allsmative applicaton mehods
sueh @ flow coating.

Hobe: WVOIC valras ae typical and ars provided for quadancs purpose only. Thess may be subjed io vasiabion
depending an fachons such as differences in color and nosmal manufacluring oleranoss.

Low malecuiar weight reactive addiees, which will form part of the fim during normal amisiend core condilions, will
algo affect VOC values debenmined using EPA Method 24,

SYSTENMS Intergand 475HS & designed for use over oomecy primed stesl. Suilable primens ane:
COMPATIBILITY
Irferenre 200 Irerzine 23 {mist codl of tie cost recommended |
Irtergand 251 Irderzing 316
Irtergard 251HS Irterzin: 52
Irtergand 269 Irferzine S2E

Imierzine 2280(mist coal or e coal recammended )
Suitabie lpcoale ana:
Irtergand T40 Irderfine E20HS

Irterfine B78 Irterfine 678
Irferbane B30 Irtergand 475HS
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For allernative pimers and finishes, consull International Prodective Coatings

* Sae relavan product data sheed for details.
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Interthane 990 ¢%International.

Polyurethane Finish

PRODUCT DESCRIPTION

INTENDED USES

PRODUCT INFORMATION

REGULATORY DATA

A two pack, acrylic polyurethane finish giving excellent durability and long term recoatability.

As a cosmetic finish on above water areas. Suitable for use on topsides, external superstructure, external decks and
boottops.
For use at Newbuilding, Maintenance & Repair or On Board Maintenance.

Colour PHEODO-White, PHYS98-Black ; and a wide range of colours.
Finish/Sheean High Gloss
Part B (Curing Agent) PHAD4B
Volume Solids 57% +3% (IS0 3233:1998)
Mix Ratio 6.00 volume{s) Par A to 1 volume(s) Part B
Typical Film Thickness 50 microns dry (88 microns wet)
Theoretical Coverage 11.4 m?flitre at 50 microns dft, allow appropriate loss factors
Method of Application Alrless Spray, Brush, Conventicnal Spray, Roller
Flash Point (Typical) Part A 34°C, Part B 48°C, Mixed 35°C
Induction Period Mot required
Drying Information -5C 5C 25°C asc
Touch Dry IS0 9117/3:2010] 8 hrs 5 hrs 1.5hrs &0 mins
Hard Diry [I50 9117-1:2009] 60 hrs 24 hrs B hrs 4 hrs
Pot Life 26 hrs 12 hra 2 hrs 60 mins
Owercoating Data - sea limitations Substrate Temperature

-5°0 5C 25°C asc
Overcoated By Min Max Min Max Min Max Min Max
Interthane 990 &0 hra axt 24 hra et G hrs =Hid 4 hrs =t
Note Dirying 2nd overcoating times quoted are measured at 50 microns dry, at higher film thickness times will be

Increased.
VoC 420 gt as supplied (EPA Method 24)

341 glkg of liquid paint as supplied. EU Sclvent Emissions Directive {Council

Directive 1988/13/EC)
378 gt Chinese Malional Standard GB23985

MNote: VOC values are typical and are provided for guidance purposes ondy. These may be subject to variation
depending on factors such as differences in colour and normal manufacturing folerances.
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Interthane 990 % International.

Polyurethane Finish
CERTIFICATION

SYSTEMS AND
COMPATIBILITY

SURFACE PREPARATIONS

When used as part of an approved scheme, this matenal has the following certification:

Fire Resistance - Surface Spread of Flame (Exova Warringtonfire)
Fire Resistance - Smoke & Toxicity (Exova Warringtonfire)
NORSOK M-501, Rev 4, system no.1 (NITN)

Fire Resistance - Marine Equipment Directive compliant

Consult your International Paint representative for details.

Interthane 990 must be applied over a recommended primer system, which will vary depending upon the vessel
area. Direct application is acceptable over the following marine anticomrosives:

Intergard 264 (USA)
Intergard 400
Intergard 5600
Intergard 5620
Intergard 7600
Intershield 300
Intershield 803

A tiecoat of Intergard 263, Intergard 267 or Intergard 269 may be required If Intarthane 950 is to be applied over
other epoxy primers and may also be used to extend the maximum overcoating interval when Interthane 990 is
1o be applied over those primers listed abave.

Interprime 198 may also be used as a primer for Interthane 990.

Consult your International Paint representative for the system best sulted for the surfaces to be protected.

Use in accordance with the standard Worldwide Marine Specifications.

All surfaces to be coated should be clean, dry and free from contamination.

High pressure fresh water wash or fresh water wash, as appropriate, and remove all oll or grease, soluble
cantaminants and other foreign matter in accordance with 35PC-SP1 solvent cleaning.

NEWEBUILDING/MAJOR REFURBISHMENT

Interthane 920 should always be applied over a recommended primer coating scheme. The primer surface should
be dry and free from all contamination, and Interthane 990 must be applied within the overcoating intervals specified
{consult the relevant product data sheet). For boottop areas the overcoating intervals for primers are reduced.
Consult International Paint.

Areas of reakdown, damage etc. should be prepaned to the specified standard (eg. Sa2% (IS0 B501-1:2007)) and
primed prior to the application of Interthane 980,

REPAIR/OBM

Interthane 980 should always be applied over a recommended primer coating scheme. The primer surface should
be dry and free from all contamination, and Interthane 980 must be applied within the overcoating intervals specified
(consult the relevant product data sheet). For boottop areas the overcoating intervals for primers are reduced.
Consult International Paint.

Areas of breakdown, damage etc. should be prepaned to the specified standard (eg. Sa2% (IS0 B501-1:2007)) and
primed prior to the application of Interthane 980,

Interthane 30 may be applied directly over aged Interthane S80 following thorough fresh water washing and
degreasing provided the coating to be overcoated i2 in an intact and tightly adherent condition. Loose or flaking
coatings should be removed back o a firm edge and Interthane 990 or an appropriate primer should be used to
repair the area before application of the full coat.

This product may be applied directly over most genenc types of paint that have been aged for at least 3 months. Itis
advisable that a small trial be carried ocut before applying a full coat.

Consult your International Paint representative for specific recommendations.

NOTE

For use in Marine situations in North America, the following surface preparation standards can be used:
SSPC-8P10 in place of Sa2: (150 8501-1:2007)
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Interthane 990

Polyurethane Finish
APPLICATION
Mixing

Thinner
Airless Spray
Conventional Spray

Brush
Roller

Cleaner
‘Work Stoppages and Cleanup

Welding

SAFETY

% International.

Material is supplied In 2 containers as a unit. Always mix a complete unit in the proportions supplied.
(1) Agitate Base (Parl A) with a power agitator.
(2) Combine enfire contents of Curing Agent (Part B) with Base (Part A) and mix thoroughly with power agitator.

Thinning is not normally required. Consult the local representative for advice during application in extreme
conditicns. Do not thin more than allowed by bocal environmental legislation.

Recommended
Tip Range 0.33-0.45 mm (13-18 thou)
Total output flukd pressure at spray tip not less than 155 kgfem® (2200 p.si.)

Use sultable proprietary equipment. Thinning may be required.
Suitable.
Suitable.

International GTAOSE/GTAT13GTAT33

Do not allow material to remain in hoses, gun or spray equipment. Tharoughly flush all equipment with
International GTAJSE/GTATIHNGTATII. Once units of paint have been mixed they should not be resealed and it
| advized that after prolonged stoppages work recommences with freshly mixed units.

Clean all equipment iImmediately after use with Intemational GTAJSE/GTATIAGTATIA. It is good working
practice to penodically fiush out spray equipment during the course of the working day. Frequency of cleaning will
depend upon amount sprayed, temperature and elapsed time. including any delays. Do not exceed pot life
limitations.

All surplus materials and empty containers should be disposed of in accordance with appropriate regional
requlations/legislation.

In the event welding or lame cutting is performed on metal coated with this product, dust and fumes will be
emitted which will require the use of appropriate personal protective equipment and adequate local exhaust
vantilation. In North America do so in accordance with instruction in ANSIASC Z48.1 "Safety in Welding and
Cutting.”

All work Involving the application and use of this product should be performed in compliance with all
relevant national Health, Safety & Environmental standards and regulations.

Prior to use, obtain, consult and follow the Material Safety Data Sheet for this product concerning health
and safety Information. Read and follow all precautionary notices on the Material Safety Data Sheet and
container labals. If you do not fully understand these warnings and instructions or if you can not strictly
comply with them, do not use this product. Proper ventilation and protective measures must be provided
during application and drying to keep solvent vapour concentrations within safe limits and to protect
against toxic or oxygen deficient hazards. Take precautions to avold skin and eye contact (ie. gloves,
goggles, face masks, barrier creams etc.) Actual safety measures are dependant on application methods
and work environment.

EMERGENCY CONTACT NUMBERS:

USAICanada - Medical Advisory Number 1-800-854-6813

Europe - Contact (44) 191 4696111, For advice 1o Doctors & Hospitals only contact (44) 207 6359191
China - Contact (86) 532 83889090

R.O.W. - Contact Reglonal Office

Warning: Containg isocyanate. Wear air-fed hood for spray application.
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Interthane 990 % International

Polyurathane Finish
LIMITATIONS

NIT SHIPPING WEIGHT
{TYPICAL)

WORLDWIDE AVAILABILITY

IMPORTANT NOTE

Ths product & nol recommended for use in permanantly mmerssd cordilions.

Intesrthare 980 may be used on booliop areas & reduced overcoating inlenals over appropeiate primers. Consul
Intesreati coall Paind.

For brush and roller appiication, and in some calourns, o oaass of Interthans 390 may be required to give unifom
cowerage, espacially when sppiying Interthane 900 over dark underceals snd when using cenain kad-free bright
firish colburs siich &5 yellows and oranges. Best prachics i |0 use a oolow compatible mermediale o anlicorfosive
coating under Imerthans Sl

Inesrthane 980 may be appbed al subsirate emperalures doan io -15°C. Belose applicalions afe made below -5°C
consull your local [P nepresamative for Surther detail of applicabion procedure

Low bEmperatine, high relatie humidity and condensation occurming during or immediately afier appication may
resvill in & malt finish and an inderior flm. Prematore axposure o ponding water will cause colour change, sspecially
in dark colours and & low [Emperalures

Owercoating information is gven for guidance only and (s subjed 1o regional varation depending upan ocal dimals
and ervironmertsl condiions. Corsull your local | sl Pasril reg itadnve for specrlic recomméndalions.
Apply in good weather. Temperatse of the surface to be coabed must be &l least 5°C abowe (e dew paint. For
cmlimum spplicafion propenies bring the malesial ko 21-27°C, unless specificaly insfrucied otherwise, priar 1o mixing
and application. Lirmixed materdal (in cloded containess) should be maintaingd in protected starage in acoordance
wilth infeernabion given in e STORAGE Section of this dats shest. Technical and application dats barein = for the
purpese of estabbshig @ genaral guideine af the coating applicalion proteduies. Test performante resulls wee
chiained in & conlroled laboratary efvionment and Inbem ational Paind makes oo claim that the schibiled pu bl shed
best resulls, of ary obher tesls, accurately represent resulls found in all feld emdonments. A apolicirlion,
envitanmental and design faciors can vany sgnificantly, due cane should be exsrcised in the selection, verification of
performance and use of the coating.

In thi overcoaling dala secton 'ext’ = edended cvercoating peiod, Plesss refer 1o oul Marine Painting Guids -
Defntiars and Abbreviations avaiable on our weabsibs,
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Vol Pack Wl Pack
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5 US gal SUSgd  SUEgal IUSgd  1USgal
Tusgal tuSga  1uSgal 1S quart ¥ LIS guar

‘Naole - US confaingrs ane shor Tled
For avaiahiity’ of cifier unil sizes consu iernanianal Pant

Lini! Eize Uinif Wimighs
1UEgal 13TH
208 26,55 Ky
SUSgal 5IB
Shelf Life Past A - 24 monihs minimum &t 25°C,

Part B - 12 months minimum a1 25°C°
Subject lo renspeclion thereafler. Siore in dry, shaded condibons away from sources of heat
and ignition.
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