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YEAR SERVICE LIFE FOR
COATING SYSTEMS PRIOR TO
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s MANUALLY STRIPE ALL EDGES, WELDS, HOLES

* 100% HOLIDAY CHECKS OF SYSTEM
e ENFORCEMENT OF STRICT QA — START TO FINISH
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'\ETE” SHIPBOARD TRIALS, FURTHER
MODlFICATIONS INCLUDED:
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- Al A'I;LOW SPRAY STRIPE vs. MANUAL STRIPE

° ELIMINATION OF 100% HOLIDAY CHECKS
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1, CONyIN ( SHDMINFNBINISHINF ESFORIMAINONSORERUSTE
_3,-\Cr<" ORELEASHIRUSTING; ECIMINATING NEED FOR

COSI AR -BLASTING TO MEET SP-10 PRIOR TO

RF\INTIN(

- ;, C F- TINUOUS DH ALLOWS FOR BLAST TO BE HELD IN
=SP-1 O'CONDITION INDEFINITELY ALLOWING FOR

= CON TINUOUS SURFACE PREP WORK (REGARDLESS OF
=*'-AI\/IBIENT CONDITIONS)

s

e CONTINUOUS DH ALLOWS FOROPTIMUM ENVIRONMENTAL
CONDITIONS FOR EPOXY CURE AND ELIMINATES THE
POTENTIAL OF INTER-COAT DELAMINATION DUE TO
AMINE BLOOM



DHMEL MH\@’ES RUSTIBACK ™

SVERNONSTUDY SHOWED' ACCELLERATED
‘JD{RJ\ OF BARE STEEL OVER 55-60% RH.
SHIPYA D) EXPERIENCE ROUTINELY:
\/;. QATED THIS FACT

;;_-_‘J-'\ RECOMMENDED 50%, INTERNATIONAL
= 40-60%, EUROPEAN SY RANGES 25-65% RH
= "FOR TANK PAINTING

® RUSTBACK CREATES MORE BLASTING, CLEAN-
UP AND INSPECTION FOR LARGE TANKS
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N “BLAST—THEN-PAINT...BLAST-THEN-PAINT...

- T:HVIINATES COLD JOINTS, REPEATED DUST CLEANINGS,
 RECOAT WINDOWS EASILY ACHIEVED, HUGE MAN- HOUR
SAVINGS

e PRODUCTION REMAINS IN CONTROL OF THE PAINT SHOP,
NOT THE AMBIENT CONDITIONS.






DIEIPROVIDES; OPTIMUM-@!RING‘"

)I\/E\ EVAPORATIO)

EARLLE COATINGS WERE 55-65% SOLIDS =
rJIG A POTENTIAL FOR SOLVENT ENTRAPMENT.
rl \R) =i FOR SOLVENTS TO EVAPORATE IN
SIGHFHOMIDITY CONDITIONS.

S} H’H DH- SOLVENT EVAPORATES QUICKLY,
= RETURNING THE TANK TO SERVICE QUICKER

AﬁlNE BLOOM

-~ AMINE BASED CURING AGENTS REACT WITH
MOISTURE AND CO2 IN THE AIR TO FORM
WAXY FILM — DIFFICULT TO REMOVE AND
CREATES INTER-COAT DELAMINATION. DH
ELIMINATES THIS POTENTIAL
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