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LEAD INDUSTRIES ASSOC!ATEON

SO EAST 42n0 STRELT
NEW YORK 17, K. Y,

fuly 1, 1957
SUBJFCT: RED LEAD TECHNICAL
LETTER MO, 12

To Kecbers of the lead Industries Associations

Enclosed 1s & copy of Red Lead Technical Letter No, 12, "Painting
Highay Structural Stsel." Approximately 11,000 coples are being distri-
buted to individuals in the following groupss

Highway Engineers

Construction Companies

Paint Production Clubs

Kational Paint, Varnish and lacquer Association
National Association of Currosion Engineers .
Water and Sewage Works .

Railroads

Shipyards

Miscellanecus

Additional coples of this Technical Letter are available for the use
of mecbers upon request,

Sincerely yours,
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Foreword

IN previous Red Lead Technical Letters, the Red Lead Technical Committee of the

Lead Industries Association bas conflaed jtsclf to the recommendation of red lead
primer formulations and has left other considerations fuvolved in painting to be
secured by the user from other sourcet. The extreme importance, however, of surface
preparation for the proper performance of any metal protective paint, hes now led
the Committee to prepare the recommendations contalned [a this Technical Letter
to aid the Industrial user in getting the longest possible service life out of his palnt,
The success or failure of a paint sytem, after all, very often depends upon the adequacy
of the surface prepenation. Proper surfec, preparciion cannot be stressed too strongly.

This Technical Letter indudes s short discustion of surface preparstion to
emphasize the differences and completeness of surface contsminant ;emoval by the
most widely used metbods. A listing of surface preparation requirements applicable
to & sumber of puinting conditions for which red lead primers cre recommendad s
also included. Formulas for all the paints Usted are contained In previous Red Lead
Technical Letters (these wre avaflable, at po charge, upon request to the Lesd
Industries Association).

Inquiries regarding this Technical Letter or specific painting problems are welcone
and should be addressed to the Lead Industries Arsoclation or to the deslgnated
individuals in the cooperating companies listed below.

THE LAGLEPICHIR COMPANY, .. ..... .. .... Americe) Belidlag, Ciadznet 1, Ohle
hwu—d-mr-‘m«-mm

Cales alas 24, Detroft, . New
NNP ok 17, F th.Pﬁ'ubnrpltl Oll.h?udkémn, o.m
and Ziac Cahpaq Scattle &, Los Angeles 21, Saa I

W, P, FIRLUIR & COMPANY . . 301 Mlslen Sireet, Soa Freadue 19, Callfernie
For technicel latermotion weite W. J. Medirkh of ebove ediéreca.
Bolse, Botte, Fretoo, Los Angeles, Oskland, Phoeniz, Portland (Ove ), Secamente,
Sukt Lake Ciry, Saa Dhego, Scattha, Spokine, Tacoma, Yakina ( Wadk. §
THE GLIDMN COMPANY . . . . tanu-mc.ms.xu...wu.om
For tochaicel jatormetion write O. F. Shabe ot sbore oddvors.
Atlanta, Bostoa, Minneepolis, NnYaLMHddeN ’,.‘Jﬁm

Adsce & Elting Dhvisica, Chicago; American Puint Works New Orioang;
Camplell Talel & Varnlh Division, St. Louis, Noblas l‘mh\vu\u\l)i

Con Mdl.n:.&md.nmmn?l
Pigmeots & Metals Divison, timars, Collineville ({1l ), Hemmond,
¢ Compeay, Scraston,

HAMMOND LIAD PRODUCTS, INC, . ... .. ... $231 Kehman Aveave, Kemmend, jadieng
410 Laxingten Avenve, Mew York 17, N ¥V,
1602 Ofiver Beilding, Pittrburgh 22, Po.

Fow tochaicel informetion write L. G. Job o i L b

RATIONAL LIAD COMPANT . ... ........... ... 111 Brecdwey, Mew Yok 6, K Y.
For tochnical laformeticn write L P. fotes ot above védrons.

Atlsrta, Buflslo 3, Chic Cloct us.c«l.udun.....z.r.\n.l.uu
s Puburgh 1, St poi 1. Sin Fronciaco 10, Bowon 6 Charleston
(w Va.), Seotthe &, Los Angeles 23

WISTARN LIAD PRODIKTS COMPANY . . . 4330 L Pedfic Weay, Les Angeles 22, Caltfornie
12385 Tourth Soreet, Borkoley 3, Coltfornie

For tochakel lntormetion write Nomen B Mialv ot Lot Aageies, Colifuraie.
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RECCIALENDED SUR

FACE PREPARATION

Or STEEL FOR RED LEAD PAINTS

Why Surface Preparation?

THEmmfawdmpnpnntiouhwm-
move contaminants and improve adbesion of
& priming paint. Achesion is the booding of the
priming paint 10 the surface to which the paint
is applicd. Paint will fail in direct proportion to
its lack of sdbesion.

Mill scale, rust, dirt, grit, oil, grease, chemicals,
and other surface cootaminants make good paint
performance imnpossible by preventing wetting
of the metal. Rust, when it is painted over, coo~
tinues to form and eventually destroyz the ad-
hesion of the paint Blm. Likewisc mill scale is
likely to be undermined by rust.

Kill 3cale

Most structural stee! Is hot formed. It is cov-
ered with a mirture of iron orides called mill
scale, which is of variable thickness, continuity
and adhesion. Mill scale is britde and is mainly
magnetic iron oxide, Fe,0,. Due to fexing o
the difference in cocfBcient of expansion between
the mill scale and the buse meta, the mill scale
cacks when changes in terperature take place.
If moisture enters a crack in mill saale, rusting of
the base metal begins. As the rust creeps under
the mill scale, adbesion is destroyed

Loose or semi-loase mill scale in time Locomes
completely detached from the base metal Rup-
ture and scaling of the paint coat follows. Tightly
udhering areas of mill scale, through electro-
chemical action may provide sufbicient localized
corrosion to produce pits, which may in time
peoctrate the base metal,

Orease ead O

Crease 2ad of are dctrimental to sdhesina
between the priming paint and the metal gure
face. Small objects may have the grease and
ofl removed by s number of vapor degreasing
commetcial techniques. Cu large objects. due
to their size and shape, the grease and off ure
removed by washing oc wiping with & sultable
solvent,

Welds

Weld deposits such as weld fur slag, weld
Bux fumes, weld heat ozides, 20d weld motal
spatter, are suface contaminants, Eloctric arc
weld scams in perticular and, to a somewhat
lesser extent, the scetylene weld scams must be
cleaned before painting

The weld fux slag remaining adjacent to the
weld seam is strongly alkaline. Under bumid
conditions it saponifies the paint vehicle, forming
fatty acid soaps which reduce adhesion of the
paint flm and, either through actual pores in the
£lm or by osmetic action, water is drawn through
the £lm to promote further corrasion.

The weld flur fumes after coodensation are
deposited noticeably fo 2 bead 2 to 8 {n oa
cither side of the weld scam. Spray palnting
fails to disturb the condensate, which {a coo-
junction with weld flur slag miy cuse corrosion

. to spread a considerable distance from the weld
scam. Brush applied paint ddutes the weld flux
fume condensate aod lessens tho intensity and
srea of sctioa

Ttes weld beat axides are concentrated oa the
weld seam in a band about 2 in. wide on either
side of the seam. These cxides form irregular
and rough depssits and create unequal paint
£lm thicknest The thin spots in the paint thereby
promote carly flm failure and serve as cocrosion
centers.

The weld mectal spatter depotits range from
microscopie pacticles to particles % fa. in diam.
eter. The larger the spatter the more Emly the
spatter is welded to the surfice. Paint Slms over
these spatters fall prematurely due to inadequate
Clm thickness on the top of the metal spatter or
to the tnability of paint to enter the junctioa
between the spartter and the metal,

Since paint flm faflure, in genercl, radlates
from pinhead rust spots often associated with
fux, slag and spattens, these deposits must be
remaved by grinding or blasting or both befocs
painting if an sdequate, uniforr fim thickness
Is desired Whea cleaned, the weld seams may
be erpected to give almost a3 good service as
the adjacent metal surface.
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What to Consider In Selecting
a Method of Surface Preparation

The question of selectiog 8 method of surface
preparation depends upoa & number of factors
other thaa the economic conditions favolved.
Amnong these are:

1. Condition of the surface to be painted,

2. Type of servico to which the metal and
paint will be subjected,

8. Practicality of using a particular method
because of environment, and

4. The type of paint which is to be applied.

The requirements for surface preparation are
more scvere as the wetting ability of the paint
decreases. One reason why the anticorrosive
red lead pignient in linseed ol paint, LIA.
‘Formula 61 (the same as Fed. Spec. TT-P-58a,
Type L, or SSPC Paint 1.55T) has achicved an
eminent reputation for protection of steel is due
to its superior wetting characteristict. It has
deinonstrated excellent anticorrosion perform-
ance when us~d over steel where small amounts
of rust and tiizhtly adherent mill sczle are pres-
ent. A surface condition such as this is often
the best that can practically be obtained in the
feld. Equally good results are being obtained
by similar high red lead in ofl systems, which

have good wetting characteristics, as used by
railroads, public utilitles, highway departmests,
and othens

The linseed off vehicle, however, i3 slow drye
Ing and it is often necessary to use a faster dry-
ing oil-resln vehicle combination such as L.LA,
Formula 67 (TT-P-88a, Type 1I). Such a peint
{s limited in its wetting ability by the presence
of synthetis resint. Therefore, surfaces recelving
paints of this type must be more carchully
cleaned of corrosion products and contaminants
#f marimum performance s expected.

Coing still furthsar, painting requ’rements may
necessitate the uso of the very rapid drying syn-
thetic vehicle type paints, such as LIA. Fore
mulas 3-7, or 8-13 (TT£-58a, Type I1I) or 6-18,
(MIL-P-17545) (Bu Ships Paint Forwula No.
116). These paints sre useful and excellemt
when applied over carefully prepared surfaces.

The following are the recoinmended methods
for the surface preparstion of stael to which red
lead paint is to be applied, along with a table
Indicating the type of structural steel, the ex-
posure, drying time, LIA. recommended red
lead paint and specification foc the recommended
dleaniog 1nethods,

Surface Preparation Methods

Factors to be considered in selection of sny
metal protective palnts are surface prepantion
and the condition of the surface at the time of
application, the character of the base metal and
the environmental exporure.

Oaly those surface preparction methods which
are pertivent to structural steel clzaning aod
which are most generally used are considered in
this Technical Letter.. The major mcthods of
surface preparation of steel may be classed undee
three categorics:

L. Mechanical surface preparation
L Hund deaning
2 Power tool cleaning
& Sand or shot blasting
4 Flame deaning

1L Chemical surface preparation
L Weathering
2 Chemical deaning
a, Alkali cleaning
b. Pickling :
c Steam
& Phosphate surface treatment

{IL Solvent cleaning and degreasing

The following are general descriptions of the
more common surface preparation methods. Un-
der cach heading will be found s reference to
the detafled specification for that method, which
appears {a Volume 11, Steel Structures Palating
Manual, published by Stcel Structures Paloting
Councll, 4400 Fifth Avenue, Pitsburgh 18, Pa.
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MEICHANICAL SURFACT PRIPARATION

Hend Cleaning (SSPC-SP 2-32T)

Haod cleaning s best adapted to spot clean-
ing for maintenance repainting and Is pot rec-
ommended for use oves large areas where more
cHective methods sre available. It hits caly the
high spots of a surface. The operation Is most
commonly accomplished with stiff, springy wire
brushes, abrasive paper or cloth, . yupers, knives,
chisels, or chipping bammers. .

Tie hand cleaning operation varies with the
type of mill scale and depth of corrosion. Wire
brushing is ous of the oldest methods of me-
chanical surface preparation and generally par-
tially removes only loosely adhering mill scale,
rust, old paint flms, and dried or caked soil
It does not remove adbering mill scale. If strati-
Sed rust is present, it should fr3t be removed by
chipping and scraping befare hand bruthing. A
surface which is 8at and free of obstructions aad
irregularities may be band brushed at a rate of
two square feet per minute.

Chipping hammers remove most of the mill
scale, but if ths action is tro vigorous over thia
metal, it may deform or evea pierce the metal
Chipping may drive mill scale or corrosica prod-
ucts into a soft mctal surface. Chippiog is usu-
ally followed by either wire brushing or scrap-
ing ot both to remove Joose mill scale or peint
flms, Unless care is exercised, some imbedded
mill scale may remain which may cause localized
carly paint failure.

Hand scraping aloos with a sharp-edged
scraper is probably ‘one of the least effective
methods of srrface cleaning of metal as it re-
moves only semi-adberirg mill scale and old
paint Blms.

If oil o grease are present, solvent cleaning
with frequent changes of the solvent should
precede hand cleaning: otherwiss oil or gresse
will be spread over the desca'ed base metal
Should explosive vapors be present, a special
noa-sparking wire oc tool must be employed.

Power Tool Cleaning (SSPC-SP 3.527)

Hand cledning methods are duplicsted by
power tools designed for brushing, sanding
grinding, scaling, impact cleaning or chipping.
The general sequence of openational techaiques
are the jame as under hand cleaning Power
tool clesning is more cfective and more eco-
nomical than Yand cleaning for larger surfaces.

A large varicty of shapes snd sizes of brushes,
grinders and sanders sre avaflable and are mostly
of the rotary type. The elxctrically operated
rotary brushes are effoctive at operational speeds

of 300 to 3000 r.p.m. under loed, while the
rotational speed of the pneumatie driven brushes
is regulated by the air pressure and the volume
of the air. Power brushes may cut through thia
mill scale but the wear on the brush {s excessive.
The power brush must be kept moving to pre-
vent burnishing which produces a poor surface
for painting.

Grinders and sanders are efiective {n the prep-
antion of a surface when ths abousive grit size
is carefully selected for the job at hand.

Whils power operated scaling and chipping
bammers are faster than the hand operated
type, they are slow as compared to other aval-
able methods. For very thick surface accumu-
lations, they have merit. The tool must be kept
sharp. The operator must be careful not to
remove sound metal, drive mill scale loto soft
metal, or leave metal burrs oa the surface, the
latter two conditions coutribute to early paint
failure.

Oil and grease should be remaved by solvent
cleaning before power tool cleaning 1) prevent

spreading.

In either band cleaning or power tool dean-
ing & primer coat of red lead paint should ba
applied before apy rusting becomes visible. A
paint system of two lnitial coats of red lead
primer followed by suitable finish coats will give
excellent servica,

Sand or Shot Blasting (SSPC-SP 5-521)

matter (except heavy deposits of grease oc oil),
or paint are to be removed and the base or
“whits” metal exposed for paint application.
Both processes are based upon the abrasive ac
tion on the surface of various sized particies of
sand, shot, grit or other abrasives being dis-
charged, either wet or dry, at high pressure,
Mectal oc noo-metallic synthetic shet or
usually employsd where recovery of the abrad-
ing agent s possible, whils sand 11 used pei-
marily for operations fa which the abeading
agent s expendable,

Successful blasting techaiques require care-
ful consideration of pressures, size of pozzle,
distance of nozzle from the surface, kind of ma-.
terlal to be removed, type of abrasive, bous of
abrasive, Liealth harard, cost of abrasgive and
type of surface preparation required.

The grit should be of suficiently small size
to remcve efectively the surface contaminants
without excessive working of the metal surface
or the formation of craterlike surface depres.
sions, ridges or motal halrs. The paiat may not
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provide adequate Blm thickness over the ridges
or tips of the metal halrs, and thus they become
focal points of premature paiot £lm failure. Ex-
cessive surface working of the metal may de-
velop uncqual stresses in some surface areas and
become cathodic to sdjacent areax This will
accelerate corrosion as the paint Alin commences
to fad

Dry sandblasting, altheugh widely nsed, should
be done with due health precautions, not oaly
to protect the operator frem fine abrasive dust
but also other workmen In the immediate envir-
oomeat. Machinery in the viclaity of sandblast-
ing operations should be ghielded .

Wet or bydraulic -and or shot blasting elimi-
pates abrasive dust harards, but if water soluble
trhibitors such as chromate or phcsphate types
are used, they present difierent heaith
which must be met with proper precautions.

The time lag between completion of blasting
and pruning is dependent upon the type of blast-
ing, the humidity of the surroundings or the
presence of soluble inhibitors in the wet blasting
fluid. Any bluisted surface should be further
chemiaily treated o primed with red lead
paint befcre any visible rusting occurs.

Ou surfaces prepared by sand or shot blast-
ing two primer coats of red lead puint followed
by a suitable finish coat should gice 10 to 12
years of service.

Flame Cleaning (SSPC-SP 4-52T)

Flame cleaning may be used oo many fabd-
cated shapcs where the structural sections are of
proper stock thickpess, are readily accessible,
Dot subject to warping, and where dehydration
of the surface {s mandatory. Flame cleaned sur-
faces must be painted beforo coadensation com-
meoces; hence, they should be painted while
still warm and dry, Recommended practios re-
quires painting within two hours.

Flarie clesning is used to remove unbonded
mill scile and old mill scale which has not been
previously palnted. Rauely does Same cleaning
remove all the mill scale. It must be followed
by wire brushing and dusting before priming.
Flame cleaning should pot be used on stock
less than 8/16 In. thick

CHIMICAL SURFACT PRIPARATION
Weathering (S$SPC-SP §-527)

Possibly the oldest surface cleaning operation
{s stmospheric weathering, & procets whereby
the removal of the mill scale is primarily depend-
ent upon the corrosion of the metal and the sub-

sequent loosening of the mill scale by
of the rust between the mill scale and
metal. In six months to a year most
loosened mill scale will bave fallen off.
remaining froducts of corrosion and pe
loosenced mill scale must be removed by
blasting, wire brushing, scraping. or chipping
before the surface is primed Areas of tightly
adbering mill scals can only be completely re-
moved by sandblasting. Once the base metal
is exposed, it should be immediately coated with
a red lead primer. Usually, in clear weather,
six hours or less will serve as & safe time inter-
val bett/eca completion of sandblasting and
application of & red lead primer.

Field reports indicate this method of surfsce
preparation followed by two coats of a rod lead
primer paint und a suitable top coat will provide
from § to 10 years of adequate protection,

Chemical Cleaniag
Alkall Cleaalng

Alkall cleaning is more efident and less haz-
ardour than solvent cleaning Alal ceaners
include soak tank dearing, pressure spray clean-
ing, electrolytic cleaning scrubbing and brush-
ing for structural stoel assemblies.

Alkali ¢leaning removes oil, grease and soluble
rust stimulators. Alkali cleaning does pot re-
move heavy or carbonized oils or rust inhibitive
olls. The surface s lft allaline and before
painting it must be rinsed in & dilute acid water
solution to prevent saponificition of a primer
vehicle,

E
%E’é
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Pickling (SSPC.SP 8.52T)

Pickling is an efective mcthod of surface
preparation {or painting Mill scrle and corrosion
products are completely removed by pickling
degreased iron or steel fn dilute acid solution

The main disadvantage of this method lies fn
the necessity for following the pickling with &
neutralizing and water riasing operatien to re-
move all free acid and resctioa products, and
then & rinsing io either dilute phospboric scid
or chromic acid solution or mixtures of thess to
create an inhibited metal surfsce. This must be
gollowcd by a thorough drying of the metal sun
ace prior to painting,

The undesirable sttack of the base metal by
the plekling acid {s min‘mized and regulated by
the use of suitable Inhibitors which may be dis-
solved in the pickling bath, These Inhibitors
create and regulate & preferential selective ate
tack on the mill scale and corrosion products.
The surface should not be etched ezcesively,
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but slight etching of the surface aids In the me-
chanical adhesion of the paint flm.

This type of surface preparation s limited
mainly to either small size objects or structural
shapes that are easily handled.

Red lead primer painting of the pickled sur-
face should be done before the thin Blm left
by the chemical treatment shows any visible
sigus of corrosion.

After this type of surface preparation, two
coats of red lead primer paint followed by &
suitable top coat should give adequate service
for 10 to 12 years.

Steam Clecnlng

Where the size, shape or Jocation makes # Im-
possible to salvent wipe the surface, steam cless-
ing is becoming quite geoeral {n feld surface
preparation. Steam cleaning remaoves dirt, grime,
grease and loose aridized paint, but dces not
remove rust or mill scale.

The most eficient steam cleaning includes the
addition «f detergents to the steamavater mis-
ture. If the dctergent-stcam-water mixture is
sufficiently alkaline, it will also remove grease.

The surface after steam cleaning is usually al-
kaliie and must be adequately rinsed to prevest
saponifcation of the paint vehicle.

Phosphate Surface Treatment (SSPCPY 2.537T)

Phosphate treatment leaves the surface in &
satisfactory condition for maximum paint life,
but it does not remove mill seale. Therefore, for
the most efficient treatment the surface should
be pickled or blasted prior tu phosphate treat.
meot iosoluble metal phosphates resulting from
the phosphate treatmeant extend the life of the
paint lm by improving adhesion, retarding un-
derfilm corrosion, reducing electrocbemical wee

tion and the decomposition of the paint vehicle
by corrosion products. The metal phosphate sur-
face Is stroug and Bexible enough to withstand
thermal shock.

The phosphate treatment has been applied by
spray process, lmmersioq, brushing, or portable
spray equlpmest.

The MIL-C-10578 specification may be coo-
sulted for details. The U, S. Corp of Engioeers
Manual for Paioting (1953) refers to cold phos-
phrte oc chemical metal conditloners,

When properly spplied, phosphite surface
treatment has been successfully used oa ship
plates, river dam gates, locks, etc. The paint
application and service are the same as for
pickled kroa ar steck

SOLVINT CLIANING AND DIGRIASING
(SSPC.52 1.5TM)

Structural steel may be solvent cJeensd by
wiping, dipping o spraying, dependisg upoe
the size of the members. Wiplng is widcly used.
1t removes the ol and grease readily and rapidly
x0d requires & mialmum of foor space.

In the use o7 solvent cleaning Ly wiplng the
solvent must be changed frequently to prevent
spreading of the oll and grease, and due precas-
tioq, depending upon the solvent employed, must
be observed to guard against fire hazards and
toiicity of the solveat. Solvent cleaning does
ot remove rust o mill scale,

Military Specification, MIL-P-116e, gives
cleaning mcthods for sicel and mentions the
type of petrolcum solvent to use. Federal Sped
Scation P-S661 or ASTM Specification D4384-52
cover the use of “Stoddard Solvent® Federal
specifications #ro available foc most of the {m-
portant solveate
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Surface Preparation of Steel Recommended for Red Lead Paints
(Quick Reference Summenyd

A‘! W..
Then the® Following But Thees
And the Recommended Surface Smuq
If You Hece For This Type Drying Time Red Lead Prepavation L Be
10 P simt: of Esporure: Required ls: Primer le Recommended: Required:
Structural Seoel Atmosphecic 38 s L1A 61 Hand Cleani Salvent Cleaning
SI’C\G;‘, R 2T to Precede
or Other (J.e‘nl;:*
Power Tool SSPC-SP i
Onnh‘
SSIC-SE 3-53T
Structura] Steel, Cheniically Cootamisated 24 Hr. L1A 37 Blat Cleanlag
Ou Storage Tasks|  Atmospheres sod SSPCSP 5-8IT
Martoe Enviroaments Prcklin or
SS](!-SP 8.52T
Structural Stesl ’ 16 He L1A &7 Slust Cle
Atmospbarie A
or
Pictlin
SSF'&&PI&!
Structural Stecd Atmocpheric U He, “L1A 83 Hand Clesaing Sohent Cleaning
SSPCSP 2-52T to Precede
Power Tol SSre.sr At
anln
SSP’C\‘}S&I
Structural Stced 4 He. LLA 613 { Commeral
Atmorpheric e c
SSPCSP 6-53T
at
Ml
SSP—‘(S.'SP 8-52T
Structural Steel Atmospherie, & He. SSPC 13-55T| Svhent Clean'ng
Bald- Temporary (6 Mos. ) SSPC-SP 1.52T
ing Frames and
Wire Bruthing
SSPC-SP 2-32T
Hiplaulic Stnacturey)  Partial or Cootianous € Hr. LIAT4 Blagt Cleaning
e g Crent Cales, Immersion in SSPC.SP $-52T
Sluice Cates, Freeh Wotar
Tainter Cates, Costing
Exprued Stractwral Pre-tratment
Steel at Pumping MILC-15328A
Stations
nlraulic St Partial or Contimeous 1Hs. LIA TS ll.m Cleanin
y\ lu Mucturey ‘m: Py o g
slun C-neg Fresh Water and
Taloter Clates, Coeting
Exposed Stroctary Pre<restment
Stee! ot Pramnping MIL-C-15328A
Stations

*The rcommendd red lead primer fumulss may be fund s Red Lead Tochalcal Letters of
ton. The £t ‘mmbey i the numhee of the Techaical Lettor ta which that formels sppears snd
the forraula & that Techaical Letter,

*9 A0 SSIC specifoations n!rn«!h\aﬂnmtyh'mndhv 11 of Steel Stroctures Paictin Mma’; Steel $
th‘MNMhHhAmM 13, P Nmmm&mg—w
Admisistratson Regioaal Offce.




had o 0l dhda aade dane s

gt o ae s

M Ohant LAk Aeciea ad eihs 00 0020

ey

e b bdmacs d b

LIA21464

Surface Preparation of Steel Recommended for Red Lead Paints

(Quick Reference Summoryl

And the*®
Then the* Following Bt These
For T T Dk Time [ Fod ot | presalect, g
H. ma ]
UIIO;&:. vl i R.:vqubvd 13 Primer Le: Racommendad: Required:
afiroad Rolling Atmospberic 18 He. L1A 88 Hand Cleant: [Solvent Clmnin
R Stock Ro ar 89 S.SPC-S.;::”T to Preceds '
or Other Cleanin
Power Tool SSIC-SP 1434
Clean
sS 8527
Ships ( Topsides, Marine, Intermittont 8 Hs, LIA 618 Cleanl
X:é‘hn. Boate [ SSpPC-sp ;—E‘rr
Toppirg), Bniges Ses Watee or
Over T i 3
SSPC-SP 8-82T
Sh! Tord&u, Marine, Intermitient 1Hrn LIA 828 Blax
p' { ion ta See SSPC-SP 5527
‘sropping) Od Vater, Gm‘:-‘bhy ar
Lot Atn Ssedspaser
S‘h&ﬂl«m lomersicn {a Sex Water < He LIA. &Y Blagt Clea:
SSPC-SP $-52T
o
Pickltn
sspsp aseT
Cahanized Steel, Atmorpveric 18 He, LIA B} Cleanin
Oue Cont 4 Hr, 82 SSPC-SP 1-62!1'
18 Hr. or -3 and
Poogphate
Pre<treatunert
SSPC-PT 2-33T
Weathered or Rasted [ Atmospheric 18 He, LIA 61 Solvent Cleanin
Culvanized Stval, <ie, ot | ssposr 1«.‘r
35 i o §-3
Wire Brmhug
SSPC-SP 2-32T
New Calvanired Atmoepheric 18 Hr. L1A 04 Sobvent Cleanin
“Steel, Top Coat < Hr, o SSPC-SP 1527
to be and
Pharphate
Pretreastment
SSPC-PT 2.53T
Weathered or Rusted 18 Hr. LIA 94 Solvent Cleani
S fapd (Aomowhene aiir, =98 | SSPCSP LS
Top Coat to be
‘Wire Brushin
SSPC-SP
mmd-dndludmlhh be found fa Red Lead Technical Letter of the Lead Industriet Anocis-
tica. The & b;vhwmmludﬂuTmhchﬁubvhkhM(m-hwmwd&n

echaical Lotter,

second i the aumber
wad,

[ 8

u:p sspcmmbm ;_—:lrr;f;! to hen: mbkz!: l‘o;:og h)\‘fﬁm 11 o Steed Srmdum hlnfu? il Steed Structores
lating 4400 1 veoua, Pitts! ~ specilcatioon may Le obtained Ceneryl Sarvices
Aldnh:l.nnua Regional OtSon, i
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