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HIGH-PERFORMANCE COATINGS
GENERAL
SUMMARY
Section includes surface preparation and field application of high-performance coating systems on the following substrates:
Edit substrates to match the project scope of Work.  Note that some substrates may not be included in the schedule at the end of the section. Architect to insert any missing substrates with paragraphs similar to others and with Tnemec paint models numbers. 
Exterior Substrates:
Concrete
Fiber-cement board.
Clay masonry.
Concrete masonry units (CMUs).
Steel.
Galvanized metal.
Aluminum (not anodized or otherwise coated).
Copper.
Stainless steel.
Wood.
Fiberglass.
Portland cement plaster (stucco).
Interior Substrates:
Concrete
Cement board.
Clay masonry.
Concrete masonry units (CMUs).
Steel.
Galvanized metal.
Aluminum (not anodized or otherwise coated).
Wood.
Fiberglass.
Gypsum board.
Plaster.
DEFINITIONS
MPI Gloss Level 5 (Semigloss): 35 to 70 units at 60 degrees, according to ASTM D523.
MPI Gloss Level 6 (High Gloss): 70 to 85 units at 60 degrees, according to ASTM D523.
MPI Gloss Level 7: More than 85 units at 60 degrees, according to ASTM D523.
Environments:  The following terms are used in Part 2 of this Section to distinguish between different corrosive exposures:
UCI has a "Mild environments" with normal exposure to moderate humidity and condensation, occasional mold and mildew development, and infrequent cleaning with strong chemicals.  Environments with low levels of mild chemical fumes and occasional splashing and spilling of chemical products are mild environments.  Normal outdoor weathering is also considered a mild environment.
ACTION SUBMITTALS
Product Data: For each type of product. Include preparation requirements and application instructions.
Include printout of current "MPI Approved Products List" for each product category specified, with the proposed product highlighted.
Indicate VOC content.
Samples for Initial Selection: For each type of topcoat product indicated.
Delete "Samples for Initial Selection" Paragraph above if colors and other characteristics are preselected and specified or scheduled. Retain "Samples for Verification" Paragraph below with or without above.
Samples for Verification: For each type of coating system and each color and gloss of topcoat indicated.
Submit Samples on rigid backing, 8 inches square.
Apply coats on Samples in steps to show each coat required for system.
Label each coat of each Sample.
Label each Sample for location and application area.
Product List: Cross-reference to coating system and locations of application areas. Use same designations indicated on Drawings and in schedules. Include color designations.
QUALITY ASSURANCE
Mockups: Apply mockups of each coating system indicated to verify preliminary selections made under Sample submittals and to demonstrate aesthetic effects and set quality standards for materials and execution.
University’s Representative will select one surface to represent surfaces and conditions for application of each coating system.
Wall and Ceiling Surfaces: Provide samples of at least 100 sq. ft..
Other Items: University’s Representative will designate items or areas required.
Final approval of color selections will be based on mockups.
If preliminary color selections are not approved, apply additional mockups of additional colors selected by University’s Representative at no added cost to University.
Approval of mockups does not constitute approval of deviations from the Contract Documents contained in mockups unless University’s Representative specifically approves such deviations in writing.
Retain subparagraph below if the intention is to make an exception to the default requirement in Section 01 4000 "Quality Requirements" for demolishing and removing mockups.
Subject to compliance with requirements, approved mockups may become part of the completed Work if undisturbed at time of Substantial Completion.
DELIVERY, STORAGE, AND HANDLING
Store materials not in use in tightly covered containers in well-ventilated areas with ambient temperatures continuously maintained at not less than 45 deg F.
Maintain containers in clean condition, free of foreign materials and residue.
Remove rags and waste from storage areas daily.
FIELD CONDITIONS
Some manufacturers' products may require higher temperatures for proper curing.  Consult manufacturers and revise paragraph below to suit requirements for specific products, if necessary.
Apply coatings only when temperature of surfaces to be coated and surrounding air temperatures are between 45 and 95°F.
Do not apply coatings in rain, fog, or mist; when relative humidity exceeds 85 percent; at temperatures less than 5°F above the dew point; or to damp or wet surfaces.
Allow wet surfaces to dry thoroughly and attain temperature and conditions specified before proceeding with or continuing coating operation.
Do not apply exterior coatings in snow, rain, fog, or mist.
PRODUCTS
MANUFACTURERS
Products:  Subject to compliance with requirements, provide one of the products indicated in the coating system descriptions.  Products listed are based on Basis of Design products produced by Tnemec Company, Inc.  
Only coatings that meet or exceed the performance of those identified in this Section will be considered. 
Where the manufacturer’s coating recommendations exceed those listed, use the more stringent requirement.  The coating thickness and coverage rate shall not be less than specified in this Section.
Or Equal:  Where products are specified by manufacturers name and accompanied by the term "or equal", comply with provisions in Division 01 Section “Product Requirements”, Part 2 “Product Substitutions” Article.  Specific procedures must be followed before use of an unnamed product or manufacturer.
Manufacturers' Names:  The following manufacturers are referred to in the coating system descriptions by shortened versions of their names shown in parenthesis:
Carboline Company (Carboline).
DuPont Company, High Performance Coatings (DuPont).
International Protective Coatings; Courtaulds Coatings (International).
Moore:  Benjamin Moore & Co. (Moore).
Pittsburgh Paint; PPG Industries, Inc. (PPG).
Rust-Oleum Corporation (R-O).
Sherwin Williams; Industrial and Marine Coatings (S-W).
Tnemec Company, Inc. (Tnemec).
Or Equal.
COATINGS MATERIALS, GENERAL
Material Compatibility:  Provide primers, undercoats, and finish-coat materials that are compatible with one another and substrates indicated under conditions of service and application, as demonstrated by manufacturer based on testing and field experience.
Material Quality:  Provide manufacturer's highest grade of the various high-performance coatings specified.  Materials not displaying manufacturer's product identification are not acceptable.
Chemical Components of Interior Coatings:  Provide products that comply with most current South Coast Air Quality Management District (SCAQMD) regulations.
COLORS
Colors:  Match University’s Representative's samples if available or as selected by University’s Representative from manufacturer's premium or extended full range.
EXECUTION
EXAMINATION
Examine substrates and conditions, with Applicator present, for compliance with requirements for maximum moisture content and other conditions affecting performance of the Work.
Maximum Moisture Content of Substrates: When measured with an electronic moisture meter as follows:
Percentages in six subparagraphs below are based on "MPI Manual."
Concrete: 12 percent.
Fiber-Cement Board: 12 percent.
Masonry (Clay and CMUs): 12 percent.
Wood: 15 percent.
Gypsum Board: 12 percent.
Plaster: 12 percent.
Gypsum Board Substrates: Verify that finishing compound is sanded smooth.
Plaster Substrates: Verify that plaster is fully cured.
Verify suitability of substrates, including surface conditions and compatibility, with existing finishes and primers.
Proceed with coating application only after unsatisfactory conditions have been corrected.
Application of coating indicates acceptance of surfaces and conditions.
Coordination of Work:  Review other Sections in which primers or other coatings are provided to ensure compatibility of total systems for various substrates.  On request, furnish information on characteristics of specified finish materials to ensure compatible primers.
If a potential incompatibility of primers applied by others exists, obtain the following from the primer Applicator before proceeding:
Confirmation of primer's suitability for expected service conditions.
Confirmation of primer's ability to be top coated with materials specified.
Notify University’s Representative about anticipated problems before using the coatings specified over substrates primed by others.
PREPARATION
For renovation projects, consult "MPI Maintenance Repainting Manual" and revise first paragraph below and coating systems specified in Exterior High-Performance Coating Schedule and Interior High-Performance Coating Schedule.
Comply with manufacturer's written instructions and recommendations in "MPI Architectural Painting Specification Manual" applicable to substrates and coating systems indicated.
Remove hardware, covers, plates, and similar items already in place that are removable and are not to be painted. If removal is impractical or impossible because of size or weight of item, provide surface-applied protection before surface preparation and painting.
After completing painting operations, use workers skilled in the trades involved to reinstall items that were removed. Remove surface-applied protection if any.
Clean substrates of substances that could impair bond of coatings, including dust, dirt, oil, grease, and incompatible paints and encapsulants.
Coordination of shop-applied prime coats with high-performance coatings is critical.
Remove incompatible primers and reprime substrate with compatible primers or apply tie coat as required to produce coating systems indicated.
Concrete Substrates: Remove release agents, curing compounds, efflorescence, and chalk. Do not coat surfaces if moisture content or alkalinity of surfaces to be coated exceeds that permitted in manufacturer's written instructions.
Masonry Substrates: Remove efflorescence and chalk. Do not coat surfaces if moisture content, alkalinity of surfaces, or alkalinity of mortar joints exceeds that permitted in manufacturer's written instructions.
Retain "Steel Substrates" Paragraph below if steel is not shop primed or if shop primer is removed in the field.
Steel Substrates: Remove rust, loose mill scale, and shop primer if any. Clean using methods recommended in writing by paint manufacturer but not less than the following:
SSPC-SP 7/NACE No. 4 permits tight residues of rust, mill scale, and coatings to remain. Be aware that blast cleaning methods may not be practical for use at the Project site and may not be allowed by authorities having jurisdiction.
SSPC-SP 7/NACE No. 4.
SSPC-SP 11 requires complete removal of rust, mill scale, and paint by power tools. SSPC-SP 11 uses nonabrasive methods and bridges the gap between the marginal cleaning required in SSPC-SP 7/NACE No. 4 and the more thorough cleaning required in SSPC-SP 6/NACE No. 3, SSPC-SP 10/NACE No. 2, and SSPC-SP 5/NACE No. 1.
SSPC-SP 11.
SSPC-SP 6/NACE No. 3 is recommended by MPI as the minimum preparation for high-performance coatings and requires that two-thirds of surface area be free of visible residue.
SSPC-SP 6/NACE No. 3.
SSPC-SP 10/NACE No. 2 requires that 95 percent of surface area be free of visible residue.
SSPC-SP 10/NACE No. 2.
SSPC-SP 5/NACE No. 1 removes visible rust, mill scale, paint, and foreign matter.
SSPC-SP 5/NACE No. 1.
Retain "Shop-Primed Steel Substrates" Paragraph below if primers are shop applied and are not removed in the field.
Shop-Primed Steel Substrates: Clean field welds, bolted connections, and areas where shop paint is abraded. Paint exposed areas with the same material as used for shop priming to comply with SSPC-PA 1 for touching up shop-primed surfaces.
Galvanized-metal substrates should not be chromate passivated if primers are field applied. If galvanized metal is chromate passivated, consult manufacturers for appropriate surface preparation and primers.
Galvanized-Metal Substrates: Remove grease and oil residue from galvanized sheet metal by mechanical methods to produce clean, lightly etched surfaces that promote adhesion of subsequently applied coatings.
If necessary, insert requirements for acid etching aluminum.
Aluminum Substrates: Remove loose surface oxidation.
Wood Substrates:
If necessary, insert requirements for power or pressure washing.
Scrape and clean knots. Before applying primer, apply coat of knot sealer that is recommended in writing by topcoat manufacturer for coating system indicated.
Sand surfaces that will be exposed to view and dust off.
Prime edges, ends, faces, undersides, and backsides of wood.
After priming, fill holes and imperfections in the finish surfaces with filler that is recommended in writing by topcoat manufacturer for coating system indicated. Sand smooth when dried.
APPLICATION
Revise this Article to suit Project.
General:  Apply high-performance coatings in accordance with manufacturer's written instructions.
Use applicators and techniques best suited for the material being applied.
Do not apply high-performance coatings over dirt, rust, scale, grease, moisture, scuffed surfaces, or conditions detrimental to forming a durable coating film.
Coating colors, surface treatments, and finishes are indicated in the coating system descriptions.
Provide finish coats compatible with primers used.
The term "exposed surfaces" includes areas visible when permanent or built-in fixtures, convector covers, grilles, covers for finned-tube radiation, and similar components are in place.  Extend coatings in these areas, as required, to maintain system integrity and provide desired protection.
Coat surfaces behind movable equipment and furniture the same as similar exposed surfaces.  Before final installation, coat surfaces behind permanently fixed equipment or furniture with prime coat only.
Coat back sides of access panels, removable or hinged covers, and similar hinged items to match exposed surfaces.
Scheduling Coating:  Apply first coat to surfaces that have been cleaned, pretreated, or otherwise prepared for coating as soon as practicable after preparation and before subsequent surface deterioration.
The number of coats and film thickness required is the same regardless of application method.
Omit primer on metal surfaces that have been shop primed and touchup painted.
Do not apply succeeding coats until previous coat has cured as recommended by manufacturer.
Where manufacturer's written instructions require sanding, sand between applications to produce a smooth, even surface.
Allow sufficient time between successive coats to permit proper drying.  Do not recoat surfaces until coating has dried to where it feels firm, does not deform or feel sticky under moderate thumb pressure, and application of another coat does not cause undercoat to lift or lose adhesion.
If undercoats or other conditions show through final coat, apply additional coats until cured film has a uniform coating finish, color, and appearance.  Give special attention to edges, corners, crevices, welds, exposed fasteners, and similar surfaces to ensure that they receive a dry film thickness equivalent to that of flat surfaces.
Application Procedures:  Apply coatings by brush, roller, spray, or other applicators in accordance with manufacturer's written instructions.
Brush Application:  Use brushes best suited for material applied and of appropriate size for the surface or item being coated.
Apply primers and first coats by brush unless manufacturer's written instructions permit using roller or mechanical applicators.
Brush out and work brush coats into surfaces in an even film.
Eliminate cloudiness, spotting, holidays, laps, brush marks, runs, sags, ropiness, or other surface imperfections.  Neatly draw glass lines and color breaks.
Rollers:  Use rollers of carpet, velvet back, or high-pile sheep's wool as recommended by manufacturer for the material and texture required.
Coordinate use of spray equipment with University’s Representative for each Project.  Spray application could damage sensitive electronic-operating equipment and cause respiratory problems for personnel in occupied buildings.
Spray Equipment:  Use mechanical methods to apply coating if permitted by manufacturer's written instructions and governing regulations.
Use spray equipment with orifice size recommended by manufacturer for material and texture required.
Apply each coat to provide the equivalent hiding of brush-applied coats.
Do not double back with spray equipment building-up film thickness of two coats in one pass, unless recommended by manufacturer.
Minimum Coating Thickness:  Apply each material no thinner than manufacturer's recommended spreading rate.  Provide total dry film thickness of the entire system as recommended by manufacturer.
Block Fillers:  Apply block fillers to concrete masonry block at a rate to ensure complete coverage with pores filled.
Prime Coats:  Before applying finish coats, apply a prime coat of material, as recommended by manufacturer, to material required to be coated or finished that has not been prime coated by others.
Recoat primed and sealed substrates if there is evidence of suction spots or unsealed areas in first coat, to ensure a finish coat with no burn-through or other defects caused by insufficient sealing.
Insert requirements for electrostatically applying coatings on metal substrates if process is acceptable to manufacturer.
Completed Work:  Match approved Samples for color, texture, and coverage.  Remove, refinish, or recoat work that does not comply with specified requirements.
FIELD QUALITY CONTROL
University reserves the right to invoke the following procedure at any time and as often as University’s Representative deems necessary during the period when coatings are being applied:
University will engage the services of a qualified testing agency to sample coating material being used.  Samples of material delivered to Project site will be taken, identified, sealed, and certified in presence of Contractor.
Testing agency will perform appropriate tests for the following characteristics as required by University’s Representative:
Quantitative materials analysis.
Absorption.
Accelerated weathering.
Accelerated yellowness.
Color retention.
Alkali and mildew resistance.
Abrasion resistance.
Apparent reflectivity.
Washability.
Dry opacity.
Recoating.
Skinning.
University’s Representative may direct Contractor to stop applying coatings if test results show materials being used do not comply with specified requirements.  Contractor shall remove noncomplying coating materials from Project site, pay for testing, and recoat surfaces coated with rejected materials.  If necessary, Contractor may be required to remove rejected materials from previously coated surfaces if, on recoating with specified materials, the two coatings are not compatible.
CLEANING
Cleanup:  At end of each workday, remove rubbish, empty cans, rags, and other discarded materials from Project site.
After completing coating application, clean spattered surfaces.  Remove spattered coatings by washing, scraping, or other methods.  Do not scratch or damage adjacent finished surfaces.
PROTECTION
Protect work of other trades, whether being coated or not, against damage from coating operation.  Correct damage by cleaning, repairing, replacing, and recoating, as approved by University’s Representative, and leave in an undamaged condition.
Provide "Wet Paint" signs to protect newly coated finishes.  After completing coating operations, remove temporary protective wrappings provided by others to protect their work.
At completion of construction activities of other trades, touch up and restore damaged or defaced coated surfaces.  Comply with procedures specified in PDCA P1.
EXTERIOR HIGH-PERFORMANCE COATING SCHEDULE
Coordinate the following coating systems with Sections where products to be coated occur. Omit systems not used on the Project.
Exterior Exposed Steel: Non-galvanized ferrous metal surfaces exposed to sunlight or public contact.
System: Zinc-rich Urethane Primer / Epoxy / Waterborne Polyurethane – Gloss Finish.
Surface Preparation: SSPC SP-6 Commercial Blast Cleaning.
Spot repair surface preparation: SSPC-SP-11 Power Tool Clean to Bare Metal.
Shop or Field Primer: Tnemec Series 90-97 Tneme-Zinc at 2.5 – 3.5 mils DFT.
Primer below may only be applied in shop due to SCAQMD restrictions.
Shop-Only Primer: Tnemec Series 90-H2O Tneme-Zinc at 2.5 – 3.5 mils DFT
Intermediate Coat: Tnemec Series L69 Hi Build Epoxoline II at 4.0 – 6.0 mils DFT.
Color Finish Coat: Tnemec Series 1080 Endura-Shield W.B. at 2.0 – 3.0 mils DFT.
Quality Assurance Standards:
ASTM B117: System shall pass 5,000 hours salt fog corrosion test.
ASTM G63: Finish shall pass with 100 percent gloss retention and no more than 2.25 MacAdam Units color change after 5,000 hours exposure.
ASTM D3363: Finish coat hardness shall show no gouging or scratching with a 2H or less pencil.
ASTM D4060 (CS17 Wheel, 500 gram load): Finish coat shall pass no more than 23 mg loss after 1,000 cycles.
Exterior Exposed Galvanized Steel:
System: Epoxy Primer / Waterborne Polyurethane Finish – Gloss Finish
Surface Preparation:
Prepare galvanized and ferrous metal surfaces per ASTM D6386 – Surface Preparation of Galvanized Surfaces and manufacturer’s instructions.
Ensure surfaces are dry.
Interior Exposure (Dry/Benign): Remove visible oil, grease, dirt, dust, protective mill coatings, and other soluble contaminants per SSPS-SP-1. Hand or Power-tool clean to remove all insoluble contaminants.
Interior/Exterior Exposure (Moderate to Severe): Remove visible oil, grease, dirt, dust, protective mill coatings, and other soluble contaminants per SSPS-SP-1. Follow with one of the following methods:
Method A (Preferred method): Thoroughly roughen the entire surface to be coated using compressed air brush-off blast cleaning with a fine abrasive to achieve uniform anchor profile of 1-2 mils per ASTM D6386-99 (2005) Section 5.4.1.
Method B (Alternate to be used only when Method A is not feasible): Chemically treat with one of the following products to etch the galvanized surface to be coated: Henkel Galvaprep 5, Great Lakes Laboratory Clean & Etch, or other product recommended by coating manufacturer.
Spot Repair Surface Preparation: SSPC-SP-11 Power Tool Clean to Bare Metal.
Field Spot Primer: Tnemec Series 94-H2O Tneme-Zinc at 2.5-3.5 mils DFT.
Intermediate Coat: Tnemec Series L69 Hi-Build Epoxoline II at 2.0-3.0 mils DFT
Finish Coat: Tnemec Series 1080 Endura Shield at 2.0 – 3.0 mils DFT.
Quality Assurance Standards:
ASTM D3363: Finish coat hardness shall show no gouging or scratching with a 2H or less pencil.
ASTM D4060 (CS 17 Wheel, 500 gram load): Finish coat shall pass no more than 23 mg loss after 1,000 cycles.
ASTM B117: No blistering, cracking, rusting, or delamination of film. System shall show no more than 1/32-inch rust creepage at scribe after 5,000 hours salt fog corrosion test.
ASTM G53: Finish shall show no more than 2 percent loss of gloss and 2.25 DED FMCII color change after 5,000 hours of exposure.
Use on exterior factory-primed or previously coated ferrous metal surfaces that are not exposed to sunlight (e.g. miscellaneous steel and hollow metal doors and frames).
Exposed Factory-Primed or Previously Coated Steel: 
System: Surface Tolerant Moisture Cured Aromatic Urethane / Waterborne Polyurethane Finish.
Surface Preparation:
SSPC SP1, followed by SSPC SP-2 and SSPC SP-3 at all surfaces to remove loose previous coating, rust or millscale.
Verify compatibility with existing coating by applying a test patch of Series 530 Omnithane at 2.0 – 4.0 mils DFT.
Touch-up Repairs: Apply Series 530 Omnithane to bare metal surfaces at 2.0 – 4.0 mils DFT. Where the shop primer is incompatible with the finish system, the same spot primer shall be used as a tie-coat.
Spot Primer: Tnemec Series 530 Omnithane at 2.0 – 4.0 mils DFT.
Tie Coat: Where the existing primed surface is incompatible with the finish system, apply Tnemec Series 530 Omnithane at 3.0 mils DFT over the entire surface.
Finish Coat: Tnemec Series 1080 Endura Shield at 2.0 – 3.0 mils DFT.
Total dry film thickness shall not exceed 7.0 mils.
Quality Assurance Standards:
ASTM D3363: Finish coat hardness shall show no gouging or scratching with a 2H or less pencil.
ASTM D4060 (CS 17 Wheel, 500 gram load): Finish coat shall show no more than 23 mg loss after 1,000 cycles (average of three tests).
Coating compatibility shall be tested per manufacturer’s requirements prior to application.
ASTM B117: No blistering, cracking, rusting, or delamination of film. System shall show no more than 1/32-inch rust creepage at scribe after 5,000 hours salt fog corrosion test.
ASTM G53: Finish shall show no more than 2 percent loss of gloss and 2.25 DED FMCII color change after 5,000 hours of exposure.
ASTM D4585: No blistering, cracking, rusting, or delamination of film after 2,000 hours exposure.
Use on exposed exterior galvanized surfaces. 
Exterior Exposed Galvanized Steel:
System: Epoxy Primer / Waterborne Polyurethane – Gloss Finish.
Surface Preparation: SSPC SP-1.
Prepare galvanized and ferrous metal surfaces per ASTM D6386 – Surface Preparation of Galvanized Surfaces and manufacturer’s instructions.
Ensure surfaces are dry.
Exterior Exposure (Moderate to Severe): Remove visible oil, grease, dirt, dust, protective mill coatings, and other soluble contaminants per SSPS-SP-1. Follow with one of the following methods:
Method A (Preferred method): Thoroughly roughen the entire surface to be coated using compressed air brush-off blast cleaning with a fine abrasive to achieve uniform anchor profile of 1-2 mils per ASTM D6386-99 (2005) Section 5.4.1.
Method B (Alternate to be used only when Method A is not feasible): Chemically treat with one of the following products to etch the galvanized surface to be coated: Henkel Galvaprep 5, Great Lakes Laboratory Clean & Etch, or other product recommended by coating manufacturer.
Spot Repair Surface Preparation: SSPC-SP-11 Power Tool Clean to Bare Metal.
Field Spot Primer: Tnemec Series 94-H2O Tneme-Zinc at 2.5 – 3.5 mils DFT.
Primer: Tnemec Series L69 Hi Build Epoxoline II at 3.0 – 5.0 mils DFT.
Finish Coat: Tnemec Series 1080 Endura-Shield W.B. at 2.0 – 5.0 mils DFT.
Clear Coat: Tnemec Series 1088 Endura Clear at 2.0 – 3.0 mils DFT
Total dry film thickness shall not be less than 7.0 mils.
Quality Assurance Standards:
ASTM D3363: Finish coat hardness shall show no gouging or scratching with a 2H or less pencil.
ASTM D4060 (CS17 Wheel, 500 gram load): Finish coat shall show no more than 23 mg loss after 1,000 cycles (average of three tests).
ASTM B117: No blistering, cracking, rusting, or delamination of film. System shall show no more than 1/32-inch rust creepage at scribe after 5,000 hours salt fog corrosion test.
ASTM G53: Finish shall show no more than 2 percent loss of gloss and 2.25 DED FMCII color change after 5,000 hours of exposure.
INTERIOR HIGH-PERFORMANCE COATING SCHEDULE
Coating systems in this article are based on "MPI Manual." For renovation projects, consult "MPI Maintenance Repainting Manual" and revise coating systems accordingly.
Use on interior gypsum board walls in areas where good scrubability and stain resistance are required (e.g. laboratories,vivariums).
Interior Gypsum Board:
System: Waterborne Epoxy/Waterborne Polyurethane – Eggshell Finish.
Surface Preparation: Clean substrate of dust and dirt. Sand joints and patches smooth.
First Coat: Tnemec Enviropox Series 287 at 2.0 – 3.0 mils DFT.
Finish Coat: Tnemec 298 Enviro Glaze, eggshell finish at 2.0 – 3.0 mils DFT, spray-applied. Roller application requires additional coats.
Total dry film thickness shall not be less than 4.0 mils.
Quality Assurance Standards:
ASTM D4060 (CS17 Wheel, 500 gram load): Finish coat shall show no more than 23 mg loss after 1,000 cycles.
ASTM D4213: Scrubability resistance shall be less than 0.8 mils removed and less than two units of gloss change after 1,000 cycles.
ASTM E84: Surface burning characteristics shall meet the requirements of NFPA 101, Class A for flame spread and smoke density.
Use below on interior CMU and concrete walls exposed to water and chemical storage.
Interior Concrete and Concrete Masonry:
System: Cementitious Acrylic Block Filler / Polyamide Epoxy / Ceramic Urethane – Orange-Peel Finish.
Surface Preparation:
Concrete Masonry: Mortar shall be minimum 28 days old.
Remove loose grit and loose mortar.
Remove grease, oil, dirt, salts, chemicals, and other foreign substances by solvent, detergent, or other cleaning methods suitable to coating manufacturer.
Surface cleanliness shall meet ASTM D4261.
Concrete: Concrete shall be minimum 28 days old.
Concrete dryness shall comply with ASTM D4263.
Remove fins and other protrusions by grinding.
Repair surface defects and voids as recommended by coating manufacturer.
Clean surfaces of form oil, curing compounds, laitance, and other foreign substances.
Surface cleanliness shall meet ASTM D4258.
CMU Filler: Tnemec Series 130 Masonry Filler at 75 – 100 square feet per gallon.
First Coat: Tnemec Enviropox Series 287 at 4.0 – 6.0 mils DFT. 
Second Coat: Tnemec Enviropox Series 287 at 4.0 – 6.0 mils DFT.
Third Coat: Tnemec Series 298 Enviro Glaze eggshell at 2.0 – 3.0 mils DFT.
Total dry film thickness shall be not less than 10.0 mil, not including block filler.
Quality Assurance Standards:
ASTM D4541 Method B: 400 psi pull, average of three tests. Note – 100 percent concrete failure.
ASTM D3363: Finish coat hardness shall show no gouging or scratching with a HB or less pencil.
ASTM D4060 (CS 17 Wheel, 1,000 gram load): Finish coat shall pass no more than 40 mg loss after 1,000 cycles.
Use on unprimed structural and miscellaneous steel in climate-controlled buildings and other mild environments
Interior Exposed Galvanized Steel:
System: Epoxy Primer / Waterborne Polyurethane – Gloss Finish.
Surface Preparation: SSPC SP-1.
Prepare galvanized and ferrous metal surfaces per ASTM D6386 – Surface Preparation of Galvanized Surfaces and manufacturer’s instructions.
Ensure surfaces are dry.
Interior Exposure (Dry/Benign): Remove visible oil, grease, dirt, dust, protective mill coatings, and other soluble contaminants per SSPS-SP-1. Hand or Power-tool clean to remove insoluble contaminants.
Interior Exposure (Moderate to Severe): Remove visible oil, grease, dirt, dust, protective mill coatings, and other soluble contaminants per SSPS-SP-1. Follow with one of the following methods:
Method A (Preferred method): Thoroughly roughen the entire surface to be coated using compressed air brush-off blast cleaning with a fine abrasive to achieve uniform anchor profile of 1-2 mils per ASTM D6386-99 (2005) Section 5.4.1.
Method B (Alternate to be used only when Method A is not feasible): Chemically treat with one of the following products to etch the galvanized surface to be coated: Henkel Galvaprep 5, Great Lakes Laboratory Clean & Etch, or other product recommended by coating manufacturer.
Spot Repair Surface Preparation: SSPC-SP-11 Power Tool Clean to Bare Metal.
Field Spot Primer: Tnemec Series 94-H2O Tneme-Zinc at 2.5 – 3.5 mils DFT.
Primer: Tnemec Series L69 Hi Build Epoxoline II at 3.0 – 5.0 mils DFT.
Finish Coat: Tnemec Series 1080 Endura-Shield W.B. at 2.0 – 5.0 mils DFT.
Clear Coat: Tnemec Series 1088 Endura Clear at 2.0 – 3.0 mils DFT
Total dry film thickness shall not be less than 7.0 mils.
Quality Assurance Standards:
ASTM D3363: Finish coat hardness shall show no gouging or scratching with a 2H or less pencil.
ASTM D4060 (CS17 Wheel, 500 gram load): Finish coat shall show no more than 23 mg loss after 1,000 cycles (average of three tests).
ASTM B117: No blistering, cracking, rusting, or delamination of film. System shall show no more than 1/32-inch rust creepage at scribe after 5,000 hours salt fog corrosion test.
ASTM G53: Finish shall show no more than 2 percent loss of gloss and 2.25 DED FMCII color change after 5,000 hours of exposure.
Interior Exposed Steel:
System: Rust-inhibitive Acrylic Primer / Acrylic Emulsion – Semi-gloss Finish.
Surface Preparation: SSPC SP-6.
Shop Primer: Tnemec Series V10-99W white primer at 2.0 – 3.5 mils DFT.
Finish Coat: Tnemec Series 29 Tufcryl at 2.0 – 4.0 mils DFT.
Note: A second finish coat may be required for certain colors. Apply when directed by University’s Representative.
Total dry film thickness shall not be less than 6.0 mils.
Examples:  Locker rooms, restrooms vivariums, laboratories, or maintenance storage areas, including hollow metal doors and frames.
Interior Exposed Steel: Non-galvanized ferrous metal surfaces exposed to public contact or high humidity or chemicals.
Epoxy Primer / Polyamide Epoxy / Waterborne Urethane – Semi-gloss Finish.
Surface Preparation: SSPC SP-6 Commercial Blast Cleaning.
Spot Repair Surface Preparation: SSPC-SP-11 Power Tool Clean to Bare Metal
Shop or Field Spot Primer: Tnemec Series 94-H2O Tneme Zinc at 2.5 – 3.5 mils DFT.
Intermediate Coat: Tnemec Series L69 Hi-Build Epoxoline II at 2.0 – 5.0 mils DFT.
Second Coat: Tnemec Series 1080 Endura Shield at 2.0 – 5.0 mils DFT.
Finish Coat: Tnemec Series 1088 Endura Clear at 2.0 – 3.0 mils DFT.
Total dry film thickness shall not be less than 6.0 mils.
Quality Assurance Standards:
ASTM D3363: Finish coat hardness shall show no gouging or scratching with a 2H or less pencil.
ASTM D4060 (CS 17 Wheel, 500 gram load): Finish coat shall show no more than 23 mg loss after 1,000 cycles (average of three tests).
Coating compatibility shall be tested per manufacturer’s requirements prior to application.
ASTM B117: No blistering, cracking, rusting, or delamination of film. System shall show no more than 1/32-inch rust creepage at scribe after 5,000 hours salt fog corrosion test.
ASTM G53: Finish shall show no more than 2 percent loss of gloss and 2.25 DED FMCII color change after 5,000 hours of exposure.
ASTM D4585: No blistering, cracking, rusting, or delamination of film after 2,000 hours exposure.
END OF SECTION
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