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LEAD INDUSTRIES ASSOCIATION Personnel

292 MADISON AVENUE
NEW YORK 17, N V,

Rovember 23, 1961

-4 SUBJECT: LEAD PIGMENTS
1 TECENICAL IF1TER W0, 13

To Members of the lLead Industries Associstion:

A copy of our nev "Lead Pigernts Technical letter No. 15 - Red
Lesd Based Paint Systems”™ 1s enclosed.

This Letter cootains reccamended painl formilatiocns and pesint
systems for & vide variety of exposure conditicns and {s dasicaliy &
ccmpilation of the data that sppeared in earlicr letisrs in this seriea.

Approximately 10,000 copies are being distriduted to individuals
in the following groupse:

Coostruction Ingiveers
ﬁ Corrosicn Engineers
Highwvay Engiceers
Naticnal Paint Varnish & Lacquer Association memders
: Paint Production Clubs
7] Shipysrds
1 Ratlroeds
Water and Sewvsge Engineers

Additicnal coples of "lead Pigments Technical Letter No. 15° are
available in quantity at our printing cost of approximately 30 cents per

copy.
3 Sincerely youre,
N -
(pr 2277+ =
Becretary ’
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FOREWORD

This Lead Pigments Techncal Letter containg recommendsd paint formulations and paint
systems for & wide varicty of expoures. These recommendations include vardous specificatioa
paiats as wcll as painty that have beea developed by tho Lead Pigments Technical Committee of
the Lead Industrics Association. All of the paints and paint systems included In the Letter have
beea cxtensively ficld Wsted by the commitiee.

In the opinion of the Lead Pigments Technical Committec proper surface preparation of the
steel prioe 1o the application of the primer coat is of extreme impoctance. For this reason ag exteo-
sive section on this subject Is included and it is hoped that this 21 aid the industrial usee ia get-
ting the longest posuble service Iife out of his paint.

A new palnt numbering system that will indicate immediately the type of vehicle, bas been
adopted and will be used in this and subsequent pubdlicatioas by the lcad Pigments Techaical
Committee. For the details and a conclation detween new and old LLA. paint sumbern, please
refer to page 31,

This Letter is basically a compilation of the data that appcared in alt previous Letters ia this
serics and cardier oncs caa now be discarded.

Inquirics & these recommended paints of paint systems of oa specific painting problems
are welceme aned shoukd be addressed to the Lead Industrics Association or 1o the dasignated indi-
viduals ia the member companies listed below:

6460 Markat Street, San Francisce &, Jol.
1336—~16th Street, Oakiand 7, Cal.
2151 Yates Avenve, Los Angeles 112, Col.
2700-16th Avenve, $. W, Seattle 4, Wath.
Por tochaical Infarmetion wrive Joba W. Coldwell, Paciie Divisien
2700-161h Aveave, S.W,, Seettie 4, Wesh,

THE BUNKER HILL COMPANY

THE EAGLE.PICHER COMPANY . American Building, Clacianatl 1, Ohle
For tochnical infermation weite Poul Whitferd, Ressarch Dept, P.O. Bex 20, jeplia, Me.

Chicogo 2, Cincinnati 1, Clevelond 13, Dallos 26, Kunsas City & (Mo.), New York 17,
Philadelphia 4, Pimburgh 22, New Orleans 12, Atlonta

5231 Hohmen Avenve, Hammend, Ind.
420 Lexington Avenve, New Yerk 17, N.Y,
40 East Maia Street, Carnegle, Pe.

For tochnicel infocmation wiite £, M, Bvtrow ot Hammond, jnd.

HAMMOND LEAD PRODUCTS, INC.

NATIONAL LEAD COMPANY ‘ 113 Broodway, New York 6, N.Y.
Fos tochuicel Information welte R, P. Bates ot ebeve eddress.
Atlanta, Buffase 3, Chicogo 8, Clacinnati 3, Cleveland 13, Dallas 2, Philedelphia 23,
Pitmbugh 12, St Lovis 1, Son Froncisco W, Boston §, Charletton 28 (W, Va.), Seattle 4,
Los Angeles 23

WESTERN LEAD PRODUCTS COMPANY P.0. Box 2291, City of Industry, Col.
for techalice! Information wilte Thomas &, Slele ot abave eddrosm,
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GENERAL PROPERTIES AND FORMULATION INDEX
OF RECOMMENDED PAINTS
A, ' Wi/l f Appros. Deylng (Hrs) |
formula L (e Vohicke For 1 Por ' Mooty
Nembor  Poge  Prunds) ; (44 Iype Mo" Recooting | Specihcotions Sopgosted Uses
] ] 4
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I 1
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1 o ; ! Type I, Class 3 White leod based pomn for frst ead/er
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. ; C AASHO.-MTZ,
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———m b e e
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I 2 | T o ! , 7
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RECOMMENDED SURFACE
PREPARATION OF STEEL

Proper surface prepatation can not be stressed
tou strongly. The success or failure of & paint system
very ofien dependds upon the adequacy of such prep-

aration. It is hoped therefore that thewe recom-
mendations will aud the industnal user in getting the
fongest possible scrvice life out of his paint.

Why Surface Preparation?

HE rcason for surface preparation i to rc-

move contaminants and improve adhavion of
a priming paini. Adhcsion is the boading of the
pnmary paint 1o the surface to which the paint is ap-
phed  Paiat will faif in direct proportioa to its lack
of adhesion.

Ml scale, rust, dint, grit, oil, grease, chemicalh,
and other surface contaminants malke good paint per-
formance impoasible by preventing wetting of the
mctal. Rust, when it is painted over, continucs 0
form and eventually destroys the adhesion of the
paint film. Likewise mill scale is likely to be under-
mincd by rust,

Mill Scale

Muont structural steel is bot formed. It is covered
with a mitture of iron oxides calkd mill scale,
which s of variable thickness, continuity and ad-
hevion. Mull scale is brittle and & manly magnetw
iron onde, Fe, 0,0 Duc to flanng o the differeme
in cocthicicnt of expansion between the mill scale
and the base mcial, the mill scak cracks when
changes in temperature take place. I moisture cn-
ters a crack in mill scale, rusting of the bawe mctal
begins. As the rust croeps under the mill scak, ad-
hesion is destroyed.

Loose or semi-loose mill scake in time becomes
complcicly detached from the base metal. Rupture
and scaling of the paint coat follows. Tightly ad-
hening arcas of mill scale, through chavtiochemical
action may provide sufliciem lacalized corronon to
pmd;x‘c pits, which may in time penctrate the bawe
mctal. X

Greaze and Oil

Grease and oil are detrimental to adhesion be-
tween the priming paint and the metal surface.
Small objects may have the grease and oil removed
by a number of vapor degreasing commercial tech-

niques. On larpe objects, due to their size and shape,
the grease ». 4 o are removed by wadhing or wiping
witk a suitablc solvent.

Welds

Weld deporits such as weld flux slag, weld flua
fumcs, weld heat oxides, and wcld motal spatter,
are wriae contaminants. Ekvtin are wold wcann
i partvular and, to 3 somewhat e cttent, the
scetakne weld scann most be ckancd Refore paint-

The weld flux slag remaining adjacent to the weld
scam v strongly aliahine. Under humid conditions
it sapoasfics the paint vehixle, forming fatty acid
soapr which reduce sdheson of the pant film and,
either through actual pores in the Llm of by ;vmotic
action, water is drawn through the hlm to promote
further comrosion.

The weld fux fumes alter condensation are de
porited noticeably in a band 2 to X an. on cither srde
of the weld seam. Spray painting fails to disturb the
condensate, whih in cenjunction with weki flux
slag may cause corronion to spread a considerable
dintance from the weld scam. Brush applad pang
dilutes the weld flux fume condensate and lossens
the intensity and arca of action.

The weld heat oxides are concentrated on the
weld seam in 2 hand about 2 in. wide oa cit'icr
side of the scam. These otides form irregulac - od
fough depunits and create uncqual paint flm th k-
ness. The thin spots in the paint thereby protse
carly film {ailure and serve ay corroion centers.

The weld metal spatter deponits range from micro-
WKOpic panticles to particles tain.in diumctcr. The
larger the spatter the more fumly the spatter s
welded 1o the surface. Paint filnis over these spadten
fail prematurely duc to indequate flm thickness on
the top of the mctal spatter or to the inability of
paint to enter the junction between the spattee and
the metal.

Since paint film failure, i gencral, rudia‘es from

W




R Sl

i il

RIS Cr  NPAAITTE. YA P - A hc g Shanat hadkast i de o hedodaasaiaiy
LIA24668
i k. S i Mot LM 000 b Ak arotad. i,

.

——— o ———

pinhcad rust spots ofica awwoxiated with flus, slag
and spaticrs, these deposits must be removed by
g 'wding or blssung or tath hefore punting of an

adequate, uadform film thickness is desited. Whea
vieancd, the weid scams may be expected to give
slmost as poud service as the adjacent metal surface.

What to Consider in Selecting
a Method of Surface Prepzration

The guention of welung 3 mihd of swifee
preparation depends upoa 3 aumber of facton other
than the cvunomi cavmbitisas imvolved. Among these
are:

1. Conditioa of the surface to be painted,

2. Type of service to which the metal and paint

wili be subpcicd,

3. Practwality of uung a particular method be-

cause of environment, and

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

The requirencents for surface preparation are nxse
severe as the wetting alwl 1y of the pam! dovrcaes
Onc reasoa why the antcurronne red lead poment
in hnsecd od paint, Formula 1L.LA. No 1t tihe
same as Fed Spee. TT-Pstu, Tape 1, o SSPC Pant
1) has achicvcd an emuncnt reputation fof prutccton
of ateel v ity L xras wettoag vhataclenstic 3t has
dewonstrated  caclient antnoitoen peiformane

vhen uwd over steel whete stnall amounts of rust
and tightly adhctent mull scale are proseat. A surface
condition such av this v olicn the bost that ¢ n
practka’y he obtaned m the G0l Equally guad
results are bomg obomd Dy oumular hizin red dead
ia o systems, mhch Mo poasd wetlang character-

oy, 8¢ used by rauiroads, pudlic utilities, highway
depaniments, and otheny,

The linweed od wehicke, however, s s'ow drying
and it is o{ica poceaary to use a laster drying od-
reun vchale combinstion such av Yormula LA
No. 200 (TT-P-863, Type 1), Such a paint s
hautcd 10 sty wetting abity by the presence of sye-
Ot rosne. Therefore, surfuces eceiving paints of
thus 1y pe mud be moee carelully cleansd of commniva
products and contaminants :t matumum performance
s cxpeted.

Going sl furthcr, painuing requirements may
nccevatate the use of the very rapid doying synthetn
sehile tape pant sich as Formula T 1A Ne don,
(TT-Pr6a Type D L T A 308 o Formula LA,
No 302 (MIL-P-17545) (Bu Ships Punt Formula
No 1160, Theve pasnts are unclul 2nd cxcellent when
appicd over carefully propared wrfaces.

The hisoas 2 sre I noovmaended methods foe
the surfave preparatiog of steel to which red lead
punt s (o be applcd, abong with a table ixlcating
the trpe of striturad stecl the eaponure, drying ume,
LLA. recomnnnded red wad paint and spevification
for the revommended ckeaning incthaads,

Surface Preparation Methods

Factors to be coasidered in sclection of any mctal
protective pamnts are surface preparation and the
conurtron of the surface at the time «f apphcation,
the character of the baw mctal and the caviton-
mental exposure.

Only thoae serface peeparation mcthods which
are pertinent to stiuctural steel cleaning and which
arc maont gencrally ined are comidered in this Tech-
nical Tettcr. The maje methods of surface pepa-
tation of steet miay by clavwed under three categones:

I Mechanical surface preparation
1. Hand ckaning
2. Power tool clianing
1 Sand or shet blasting
4. Flame ckovming

Il Chemical suitace preparation
1. Wcathening
2. Chemual choaming
a. Alkalt <kaming
b. Pxilmg
<. Stcam ccaning
3. Phosphiate surface treatment
1L Solvent cleaning and degreasing
The following are gencral descriptions of the more
commau surface preparaton micthods. Under cach
heading wall be found a reference to the detailed
speciiication for that methad, adopted by Stecl Stiwe-
turcs Painting Council, 4400 Fifth Avcnue, Pitts-
burgh 13, Pa.
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MECHANICAL SURFACE PREPARATION

Hand Cleaning (SSPC-SP 2)

Hand cleaning is best adapted to spot clea ring for
maintename repainting and is pot recomer.aded for
usc over large arcas where more effectwe methods
are available. 1t hits only the high spots of 8 surface.
The operation is most commonly accomplished with
stiff, springy wire brushes, abrasive paper or cloth,
sirapen, knives, chiscls, or chipping hammers,

The hand cleaning opcration vanes with the hype
of mill scale and depth of corrmion. Wire brushing is
onc of the oldest methods of mechanical surface prep-
sration and gencrally partially removes oaly loosely
adhering mill scale, rust, old paint films, and dricd
of caked soil. Jt does not remove adhering mill scale.
I straufic 1 rust ks present, it should int be removed
by chippung and scraping hefore hand brushing A
surface whah s flat and frce of obstructions and
irregulanitics may he hand brushed at a rate of tw:
wquare fect per minute.

Chippng hammucn remove most of the mil scale,
but if the acteon is low vigorous over thin metal, &
may Jdeform or even picrie the metal. Chipping
may Jdove mill scak or corrosion products into &
st metal surface. Chipping 1 usually followed by
cither wire brushing or wraping or bola o remove
Joose mill wale v paint tlms Unicss care is cxer-
ciwed, some imbeddked muill ¢o2le may - main which
may cause bocalired carly paint failure

Hand wraping alone with a sharpcdped scraper
18 probably one of the ket effective methods of surs
face cleaning of mctal ay it semoves only semi-ad-
hening rull scale a3d old paint films.

If ol o grease are present, «alvent clewding with
frequent changes of the solvent should precede hand
cleaning; othermise oil or grease will he spread over
the dewcawd bawe mctal. Should cxplosive vapors
be prewent, a special non-sparking wire or tool must
be employed.

Power Tool Cleaning (SSPC-SP 3)

Hand cleaning methods are duplicated lry power
tools designed fiw brushing, sanding, grinding, scal-
ing, impact cleaning or chipping. The general se-
quence of operational techaijues by the same as un.
der hand clean'cg. Powee tool clezning is more
flective and moie economical than hand cleaning
for larger surfaces.

A large vancty of shapes and <izes of brushes,
grinders and sanders arc avatlable and are mostly
of the rotary type. The clectrivally operated -rotary
brushes are effective at opveational apecds of 360
10 3000 r.p m. under foad, while the rotatonal speed
of the pacumatic driven brushes is regulated by the
air prenaure and the volume of the air Power brushes

may cut through thin mill scale but the wear oa the
brush is excessive. The power brush must be kept
moving to prevent burninhing which produces a poor
surface for painting.

Grinders and sanders are effective in the preparc-
tion of a surface when the abrasive grit size s care-
fully sclected for the job at band.

Whik prwer operated scaling and chipping ham-
meny are {asier than the hand operated typ.. they
are slow as compared 10 other available methods,
For very thick surface accumulations, they have
merit, The tool must be kept sharp. The openator
must be careful not o remove sound metss, drive
mill scale into soft mxctal, or kave metal burms oa
the surface. The latter two conditions cootribute ¢
carly paint failure.

Oil and greric should be removed by solvent
ckaning befon power tool ckaning to prevent
spreading.

In cither band cleaning or puwer tool cleaning
a primer coat of red kad paint should be applicd
tefore any rusting becomes visible, A paint system
of two inital coats of red dead primer followed by
suitable finish coats wall give exccllent service.

$and or Shot Blasting (SSPC.SP 5)

Sand or shot blasung procedures are employed
where all the mill scake, rust, nntacale, foreiga
maitee (eacspt heavy depemits of grease or oil), or
pamnt are to b removed and the bue o “white™
metal cxposed for paint appiication. Both proacesses
arc based upon the abrasive action oa the surface
of various sired partivles of sand, shot, grit or other
abrasives being discharped, cuther wet or dry, at high
pressure. Metad or noo-metiic synthetic shot oe grit
n wually emploved wheie revovery of the abrading
agent 1 possible, while saud is used primarily for
operations an which the abrading agent is expendable.

Suvessful blusting techniques require carcful coa-
sidcration of pressares, size of noxzle, distance of
narzic from the surface, Lind of materiat to be re-
moved, type of abradive, loss of abrasive, health
hazard, cost of abrasive, aad type of surfuce prep-
aration required.

The grit should be of sullicicntly small size to
remove effectively the surface contaminants without
excessive working of the metal surface o the forma-
ton of erajer-lde surface deprassions, ridges of
nictal hain. The paint 1nay not provide adequate flm
thickness over the ridpes oc tips of the metal hairs,
asd thus they hecome focal points of premature paint
flm Luilure. Excessive surface working of the mctal
may develop uncqual stresses in some surface arcas
and tiese hecome cathoddic 10 adjacent arcas. This
will accelerate corrosion as the paint film commences
to fail.
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Dry sandblasting, although widcly used, should
be donc with duc heahth precautions, not ouly to
protect the operator from fine abrasive dust but ulso
to protect other workmen in the immediate 2nviron-
ment. Machinery in the vicinity of sandblasting
opcrations should be shiclded.

Wet or hydraulic sand or shot blasting eliminates
abrasive dust hazands, but if water soluble inhibitors
such as chromate or phosphate types are used, they
present different health hazards which must be met
with proper precautions,

The time lag between compictioa of Elasting and
priniing is dependent upon the fype of b asting. the
humidity of the surroundings or the poesence of
soluble inhibitors in the wet blasting fluid. Any
blasted surface should he further chemically treated
ot primed with red kad paint before any visible
fusting occurs.

On surfaces prepared by sand or shot blasting
two primer couts of red kead paint followed by a
suitable fintsh coat should give 10 to 12 years of
KTViCE.

Flame Cleaning (SSPC-SP 4)

Flame ckaning may be used on many fabricated
shapes where the strustural sections are of proper
stnd thickness, are readily accessible, pot subject
to warping, and where debydration of the surface
is mandatony. Flame cleancd surfaces must be
painted before condenation commences; hence, they
should be painied while still warm and dry. Recom.
mended practice requires painting within two houns.

Flame cleaning is uscd 10 remaove unbonded mill
scale and old mill saak wheh has not boea pre-
viously puinted. Rarcly dovs flame cleaning remove
all the mill scake. It must be followed by wire brush-
ing and dusting before priming. Flame ckeaning
should m e uwd on stack fess than 3, in. thick.

CHEMICAL SURFACE PREPARATION

Weathering (SSPC-SP 9)

Pomibly the oldeut surface ckaning operation
is atmowpheric weathening, a provess whereby the
removal -of the mill scake i primardy dependent
upon the corromion of the mitad and the subscquent
loosening of the mul scale by creeping of the rust
between the mill scale and the base metal. In six
months to a year most of the looscned mill scake will
have falicn off. Any remaining products of corrosion
and partially Jooxned mill scake must be removed
by sandblasting. wite brushing, scraping, or chip-
ping before the surface is primed. Arcas of tightly
adhering mill scale can only be con:pkecly removed

by sandblasting. Once the baswe metal is exposed, &
should be immediately coated with a red lead primer.
Usually, in clear weather, six hours or kess will serve
as a safe time interval between completion of sand-
blasting and application of a red kad primer.

Ficld reponts indicate this method of surface prepa-
ration followed by two coats of a red kad primer
paint and a suitable top coat will provide from 8 10
10 years of adcquate protection.

Chemical Cleaning

Alkali Cleaning

Alkali cleaning Is more cfiicient and less Lazard-
ous than solvent cleaning  Allali dcaners irclude
soak tank cleaning, prevsure spray ckaning, ckee-
trolytic cleaning, scrubbing and brushing for struc-
tural sieed assemblics.

ARali cleaning removes od, gre s and soluble
st stimulators. Alk=lh ceaning u.xs pot remove
hcavy or carbonized ails of ruy inhibitive oids. The
surface i keft alkaline and before painting it must be
rinscd in a dilute acid walcr solution to provent
aaponification of a primer vehicke.

Pickling (SSPC-SP 8)

Pickling is an cffective micthad of surface prepa-
tation for painting. Mill wall and cormmion prod.
ucts are completcly remaened by pickling degreawcd
iron or steel in dilute acid solution.

The main disadvantage of this mcthed lics in the
nceesdity for following the pickling with a ncutral-
izing and water rinsing operation to remove all free
acid and reaction peoducts, and then a riasing i
cither dilute phosphornic acid or chromic acid solu-
tion or mittures of thewe to create an jnhibited metal
surface. This must he (ollowed by a thorough drying
of the metal surface prios to painting.

The undesirable attack of the base mctal by the
piclling acid is minimized and regulated by the use
of suitable inhibitors which may be dissolved in the
pickling bath. Theae inhibitors create and regulate
a prefervntial sclective attack on the m U scale and
corrosion products. The surfaze should 1 o be ctched
excessively, but alight ctching of the su face aids in
the mcchanical adhesion of the paint § a

This type of surface preparation is ki vited mainly
to cither small size objects o structural shapes that
are casily handled.

Red kad primer painting of the pikled surface
should be dunc before the shin film left by the chemi-
cal treatment shows any viuble signs of corrosion

After this type of surface preparation, two coats
of red lead pumer paint followed by a suitable top
coat should give adequate senvice for 10 W 12 years

2
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Steaom Cleaning

Where the size, shape or Jocation males it impon-
sible to solvent wipe the surface, steam cleaning is
becoming quite general in ficld surface preparation
Steam cleaning remuves dirt, grime, grease and joose
oxidized paint, but docs not remove rust or mill
scale.

The most efficient steam cleaning includes the ad-
dition of dctergents to the steam-water mixture, U
the detetgent-stcam. water mixture s sufficicatly alka-
line, it will also remove grease.

The surface after steam cleaning is usually alka-
line and must be adcquatcly rinsed to prevent sapoai-
Beation of the paint vehicle.

Phaosphate Surface Treatment (SSPC-PT 2)

Phosphate treatment leaves the surface in a satis-
factory condition for maximum paint life, but it docs
oot remove mill scale. Therefore, for the most o -
ficient treatusent the surface should be pickled or
blasted prior to phonphate treatment.  Insoluble
metal phosphates resulting from the phosphate treat-
ment extend the life of the paint film by improving
adhesion, retarding underfilm corrosion. reducing
electrochemical action and the decomparition of the
pammt whicke by corrosion products. The mctal
phosphate sutface is strong and Bcrible cnough to
withstand thermal shock.

The phosphate treatment has been applied by

spray process, immenion, brushing, or portable
spray equipment,

The MIL-C-10578 specification may be consulted
for details. The U. S. Cotps of Engincers Manual for
Painting (1953) refers to cold phosphate or chemi-
cal metal conditioners.

When properly applied, phosphate surface treat-
ment has been succesyfully used oa ship plates, siver
dam gates, locks, ete, The paint application and scrv-
ice are the same as for pickied iroa of steal.

SOLVENT CLEANING AND DEGREASING
{SSPC.SP 1)

Structural stcel may be solvent ckeaned by wiping,
dipping. of spraying, depending upon the size of the
members. Wiping is widely used. It cemoves the ol
and grease readily and rapidly and requires a mini-
mum of floor space.,

la the uxc of solvent cleaning by wiping the sol-
vent must be changed frequently to prevent spread-
ing of the od and grease, and due precaution, de-
pending upoa the solvent employed, must be ob-
senved to guand against fire harards and tonicity of
the solvent. Salvent ckaning does not remove rust
or mill scake.

Military Snecification, MIL-P-116a, gives clcaning
mcthods for siecl and mentions the type of pe-
troleum solvent to use. Federal Specification P-5-661
or ASTM Specification D484-52 cover the use of
“Stoddard Solvent.” Federal specifications are avail-
able for nent of the important solvents.

B S T R s e e 1)
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{Quick Reference Summory)

Surface Prepar=tion of Steel Recommended for Red Lead Paints

!

!

;

! And the :
Thenthe | Following |  But Theco
And tha Recommendod Swrfoce ! Stops Moy
N You Heve For This Type Orying Time fod Lood Preperetion lo Alse Be
te Pelnt: of Lxposure Roquired Ix Primer ts: | Rocommendead: Required:
| (100 note) {s0e note) !
Structurol Steel Atmorpherik 34 . LIA No. 100 | Hond Cleaning | Sotvent Cloaning
U X1 ] [ % Procede
w‘ &m‘
I —— ssrcset
I Clasning
i [ XTY
Servctwol Steel, Chemicolly Contaminoted 24 He. LLA. Ne. 303 | Slewt Cleoning
Oil Storage Tosks | Armospheres ond i sspcsr s
Marine Enviconmentn ‘ o
| mciing
: e X1Y |
Servchucnl Sesel Atmospheric 1% W, LIA Ne 200 ' Blow Clouning
. X
j o
Picking
g SSICSP 8
Sarvctmol Sreed | Amospheric 24 W LA No 102 . Hond Cleaning | Solrent Cleoning
U X T ‘ o Precede
; . | Orher Cleaning
" Powse Too PTUXTE
; Clooning
! |ossrcses
Siwrwol Seel | Amospheric e LIA Ne. 300 | Commerciol i
i " Bow Cleaning |
T X7 TY !
| \dd !
Pickbng i
I ssrcses !
Shuctoral Seeel, : ™ $SPC 13 | Sovew Claaing |
Bipedolly Buitdng | Temporory (6 mos) i SSC.SP 1 |
Fromes : ond
Wice Sewhing
[T H
_ — (R S o e
Hydrauke Swuchens, | Portiol or Contineorm | 6 M. LLA No. 400 | Biow Cleaning
00.Crow Gates, | lmmension ba | [ ssrcses
Sluico Gates, fresh Woter ond
Teinter Gotes, l Coating
Exposed Strvcturel | Pretreatment
Sieel ot Pumping i MILC-15328A
Sigtiems
Hydrovlic Srvawesy, | Bartiol or Continvow 1 M. LLA Ne. 500 ' Blowt Cleoning
@ 9. Cront Gates, Imvmersion b | - ssrcses
Sivice Gates, Fresh Water ond
Yaimer Cates, Cooting
:'P"l“‘ :::Md | Prevectment
teel of - .
Sreal ot Pumping MILC-15328A

AT Y R TR i e AL S et gl %

NO AN L1 A poimt termylation will e fovnd on pages 20 0 34
$IPC wpeciiuohions con be ohieined lrom Sivel Jiructvios Poiariag Covachl, 4400 Fiith Avanve, Pittibwgh 13, Prane.
ML wpec'xahont mey be obteined I1em sy Oonerel Services Adminutration tegionel olifige,
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Surface Preparation of Steel Recommended for Red Lead Paints

T

@ (Quick Reference Summary)
And the
| . Thoa the Following Sut Theso
| And the , " Recommended Swrtoce Stops Moy
N You Meve . For This Type © Orying Time Red Lood Properation iy Alse Be
te Paint: of Frposure; Required tu Primer ls: Recommonded: Roquired:
‘ L (see mete) (soe nete)
Rollrood Rolling | Atmospharc 1 % ; LLA No. %02 | Hond Cleoning | Selvent Cloaning
Srock i st ™ i Wt Lr2 to Precadls
i o Orher Cleoning
1 Power Teal - SSACSP 1
J I Cleaning
I $PC 5P 3
Ships (Topeides, Morine, Imermittent & He. ] LA Ne. 302 ]1 Slowt Cleoning
ttocion, Boet- tamersion ia SSPC.SP S
Toppingl, Bridgen | Soe Water | -
Over Tideweter, ! Puting
Dexcks : s ISCSP Y
w,.x.-m Moring, Intermiont 1 Mo " L1A. Ne. 300 ' Blow Cleoning
Incerion, Boot tnmorvon in Sea ' Ssrcsrs
Topping, Od  ° Warer, Chemicolly ] o !
Ssoroge Tonks Contor inated i Pcibvg !
i Atmospheres : 35S C.S2 0
i : e
Ship Bonoms, tmmorioa ia Sea Weter 4 W, © LLA. Ne. P00 Biowt Cleoning
Soons | SPCSP 3
o | &
) Pcking i
i : ssrcse
Golvenited Seel, | Atmospheric 4 W, LA Mo 304 Selvent Cleoning |
Owe Coot ! ’ ssecsel
. H ; ond :
. Phoschate
{ | P14 eaiment
! . SSACPT 2
Weathered or Rused Atmowpheric 7 4 He, LIA Ko 304  Solwent Cledning
Gotvonized Sevel ] . secsel
One Coot ond
Wire Brushing l
i SSPCse 2
I } R
New Gelvonized | Atmospherkc . W D LA Ne. 304 Solvent Cleaning |
Steel Top Coot ; ssec. sn '
to be Appled | | l
| i M
i : T Peodeatment |
L . ssrcr12
1
w.emmd o Rused  Atmospherk 4 e, LIA Na 304 Solvent Clecning
Gatvanized Steed, sSICSPY
TopCocttobe | and :
Apphed ’ Wie Bruthing
. SSAC.SP 2

NOTL AN LT A point formviahens will be Tovad o4 poges %0 to 30
$3PC wpeciiicetions cos be obtained lrcm Yool Yrutvros PoiaNng Covacll, 4400 Fitrh Aveave, Pitshurgh i1, Ponne.
ML specilications poy be sbtrirsc om pay Conersl Sorvicss Adminisiretion reglenel oMfics.
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PAINTING HIGHWAY

This section oflers highway engincers and others
specifications for complete systems o be used in
painting highway structural steel. The material con-
taincd hetein 1s based on our own ficld test programs
and on an cxiemive study of current practice of state

TMF. imponance of surface preparation for proper
performance of any metal protevtive paint can-
ot be overcmphasized. The method of surface
prepuration sckected will depend upon many factors,
the more important being:
1. Condition of the surface 10 be painted,
2. Tyne of caporure to which the painted struc-
ture will be subjected,
3. Practwalty of uwing a pantivular method as
Iimited by envircament, and
4 The npe of paunt whah is 1o e applicd.
In genctal, more carclul swrface preparation is

FORMULA LLA. NO. 100
(See Page 20)

This paint is simdar to Formula LLA. No. 103
with replacement of some of the saw hinsced o by
bodied ol and addinonal thinner to provide similar
visconty.  This [ormislation ofiers wetting charac-
teristics almunt as goed as Formula LLA. No. 103,
provides better leveling and devekps lower glons,
thus offering an improved surface for recoating.

FORMULA LIA. NO. 103
(Sce Page 21)

This paint has exccllent wetting and performance
characternticn. It s partularly suitabke for use
where surface preparation is restricted to power tool
of hand wirc brushing.

Touch

A shop coat may become damaged during trans-
it or crection of structural steel. The damaged arcas
as well ac field rivets, bolie, welds, etc. should be

12

STRUCTURAL STEEL

highway departinents and such authoritative sources
as the Amcrican Avwoviation of State Highway Of-
ficials. Expericne has shown that the prictices and
paints recommended will produce bighly satisfactory

results,

Surface Preparation

nceded for fast drying (poorer wtting) paints and
fuor severe eaposure conditions.

Fot maximum service with paints containing syo-
thetic vehicles, Blasting to white mctal is preferred.
However, this is usually economically impractical,
and coinmercial sandblasting is most often employed.
Where it i impractical to sandbiast, power tool of
hand wire brushung is ofica cmployed. Uader such
condiony, high oil content primers are proferred
because of their superioe wetling propertics.

A ducuvion of the recommended surface prep-
aration will be found on page S.

Shop Coats or Primers

FORMULA LLA. NO. 200
(See Page 23)

Where painting schedukes require faster drying
than are afforded by the forepoing formulations,
paints formulated with alkyd reun are generally used.
Formula L1 A, No. 200 is a paint of this type and
will not wet the surface as well as Formulas L1 A.
No. 10t or 10}, Greater care must be employed in
the preparation of the surface and sandblasting is
desirable,

FORMULA LLA. 5O, 202
(See Page 23)

A puie red kad paint which offers fast drying
characternts and outstanding performance and bike
Formula L.LA. Neo. 200, recaires carclul sutface
preparation. Samblasting ts de- rable,

up

thorwghly cleancd and touched up 1o provide a con-
tinvons primer coat. For touch up purposes, the same
paint used for the hop coat <hould be applied.
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First Field Coat

The formulations, L.1.A. Nos. 100, 103, 200 and
202 are intended gencrally for shop coat application
or for uw in priming structurcs in the ficld that
were crected with unpainted steel.

These same primers, tinted with lamp black ir
oil for contrast, are pencrally used fu: the first L)
cvat when multiple coat systems are specified.

It is often found desirable to use Formula LI AL
No. 200 as a ficld coat over primers Formulas LLLA.
Nos, 100, 103 and 202. There arc three reasons or
this,

1. It has a coatrasting coloe,

2. It s a fastdrying paint permitting eadier

finishing, and

3. ltis more cconomical.

Top

Any of the forepaing revommendations for primer
or field caats provide excelflent foundations for any
$004 top or finish coat.

The following is a typical foliage groen top of
fininh coat of pleasing color and good durability:

FORMULA LLA. NO. 142
(Nee Page 22)

If in & multiple coat systom, & light finish coat
Is spevificd, & white lead base paint Is gencrally used
for the fint and/or sco.wd Ocld coat. Formulss
L.1.A. Nos. 140 and 41 arc typical for this ap-
plication,

The following paints are intended for usc as first
ficld costs over primer Formulas L.1A. Nos. 100,
103, 200 and 202 in three coat sysems and for the
third coat in four coat systems where 8 light culor
is desired. They may be used tinted.

FORMULA LLA. NO. 140
(See Page 22)

FORMULA LLA. NO, 141
(See Page 22)

Coats

The foliowing has & whitc bawe of pood durability

and caa by tinted to the desired color,
FORMULA LLA. NO 140
(See Page 22)

Where color s not comidered important, black
(A.ASHO. Devignation M68) o aluminum
(AAASHO. Designation M69) top coats may
he substituted for the white or tinted pawnts.

Complete 3 ond 4 coot paint
systems  for  highway  struc.
tural steel will be found in the
table on the following poge.
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THREE-COAT SYSTEM
Surfose f Hond or " Hond or ‘ g
Premuration : Power Tool ‘ Power Tool I Sondblost : Sondblast
i LIA LIA { LIA LLA
Primer Ne. 103 Na. 100 i Ne. 2000 l Ne. 202¢
UA i LIA j LIA A 1
: No. 103 No. 100 ! No, 200° No. 200*
§ (tivved) t (tinted) ! (tinted)
i or ! or , or or
LA : LA LIA. LIA, 4
No. 200¢ . No. 200 i No. 140 No. 202¢
$Socond Comt o i o ‘ o (un:d)
UA ! UA LA LA
Ne. 140 . No. 160 Neo. 141 No. 140 3
or i or (-4
LA : LA LLA
No. 141 No. 141 Ne. 141
UA LA A LA
No. 140 No. 14 No. 140 No. 140 ]
Third Coat or or v o or
LA I LA LA UA 3
No. 142 f Ne M Na. 142 | Ne. 142
* Semiquick dryieg. i
FOUR-COAT SYSTEM 1
3
Surfoce Mond or l Hond or | i
Preporation Power Yool i1 Power Tool Sondblowt ) Sandblast
LA UA LA UA
Prioner No. 103 No. 100 | No. 200° ‘ No. 202*
B SN e A S —_
LIA, LA, LLA, ‘ LIA, ;
No. 103 No. 100 No. 200* No. 200*
{tinted) {hrred) (hated) | of 1
Second Coat o or | LA
LA LA, ! N, 202°
No. 200° No. 200° 4 {tinted)
LIA tIA LA, LA
No. 140 No. 140 No. 140 ' No. 140 1
Third Coat or | or ] or i or
LA LA, LIAL " LLA
No. 141 No. 14} . No. 141 | Ne. 14Y
LA , LA LA, i UA
No. 140 | No. 140 No. 140 No. 140
fourth Coat or : o ' o or
LA i LA, ! LLA. LA,
No. 142 No. 142 ‘ No. 142 No. 142
* Semlquick drying.
14
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PRIMERS FOR RAILROAD STRUCTURES
AND ROLLING STOCK

This section includes primer paints formulated to
meet all commonly encounicred surface conditions
and environments of the railroad industry. The
recommended formulations include economical and
high-quality primer paints for railroad bridges and

other structurcs along the right-ol-way and also two
low—cos! formulations designed specifically to meet
the need for an improved anticorrosive primet for
steel rolling stock.

RAILROAD STRUCTURES
For Steel Containing Mill Scale and Residual Rust (Slow Dry)

The following formulations are used sucocssfully
on ferrous surfaces containing tighly adhereat mill
scale and wmall amounts of rust. This type of sur-
face is prevalent where preparation is fimited to hand
or power wire bauwshing, scaping, flame cleaning or

FORMULA LULA. NO. 100
(See Page 20)

This is a high quality primer available for shop
and Held paming of stees where surface preparation
is limited to the methods meatiooed above.

combinations of these methods. (Sce Page 5.) The
{ree linseed oil content of these paint vehicles as-
sures the degree of wetting ability needed for good
anchorage (0 a heterogencous surface,

FORMULA LLA. NO. 102
(See Page 21)
This is a quality reduced red kad coatent primer
suitable for use on these difficult surfaces,

For Steel Containing Mill Scale and Residual Rust (Accelerated Dry)

The loflowing two hich quality primer formula-
tions are intended for priming, intermediate and
maintenance coats on stuctural steel when work
schedules demand  acceelerated dnying. Although
these vehiclkes contain enough free od to attain rea-
sonably good wetting of the mctal surface, their wet-

FORMULA LLA. NO. 200
(See Page 23)

This is a high quality specification primer that
has received wide scceptance for shop and ficld
prime coats for structural steel.

ting characteristics ate limited by the prescace of
synthetic resing.  For optimum performance they
should be applied 10 surfaces freed of toose mill scale
and corracion products. The steel must be degreased
and carcfully cleancd, sce page S.

FORMULA LILA. NO. 201
(See Page 23)
This is an cxcclient and widely used red lead-iron
oxide paint with good hiding power and chalk re-

sistance.

For Stee! Completely Free of Mill Scale and Rust (Fast Dry)

The following two fau dryiag formulations are
supgested for application over stecl thoroughly free
from rust, mill scale and other forcign matter by
pikling ur sandblasting, scc page S, These syn-

FORMULA LLA. NO. 300
(See Page 24)

This is & beavy duty, full red lead primer intended
for use on sandblasted structures und factory fabri-
cated equipment such as radroad cars, window sash,
signal cquipment, cte.

thetic vehicle primers offer outstanding protection ta
industrial envircnments where the atunosphere s
contaminated with chemical fumes.

FORMULA LLA. NO. 302
(Sce Page 25)
This it a medium weight red Jead paint for use on
surfaces which are exposed to rural, industrial and
marine atmospheres of high humidity.

Ty
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RAILROAD ROLLING STOCK

Steel cars require better Jow-cost primers having
rust inhibitive propertics 1o protect them against cor-
rosion. The following low<cost primers providke

FORMULA LLA. NO, 902
(See Page 30)

good protection for steel rolling stock. Each of these
primens dry for handling in 4 to 6 hours and dry
{or recoating in about 18 bours.

FORMULA LLA, NO. 903
(See Page 30)

PAINTING HYDRAULIC STRUCTURES

This section contains suggested corrosion inhibi-
tive paint systems for stoc! surfaces exposed 1o moist
and chemically contanunated atmospheric eaviron-
meats as well as surfaces immencd intermittatly or
continuously ia fresh water. Jt describes systems
specifically designed for applnation 10 dams and
adjacent equipment, ships navigating in fresh waters,

watcr storage tank interiors and heavy industrial
equipment.

Scvenal complete protective systems are described,
including both anticorrosive and finish coats. Proper
surface preparation procedures for cach type of sys-
tem are also included.

Systems for Atmospheric Exposure

The following painting schedules are sugiested
for intcioe and cextenior ferrous surfaces adjacen’
to the water but exposed to normal atmospheric ex-
posure. Amoag structures classificd in this category
arc bridges, trusses, light standards and railings.

The surface sbould be free from loose mull scale
and nust by sandblasting or wire brnnhing and scrap-
ing. Oi and grease should be removed by solvent
clcaning. Sce scction, Recommended Surface Prepa-
ration of Stecl, page S.

PAINT FORMULAS® TO BI APPUED
For firnt and sccond coats, the dry film thickness should be 1.5 mils.
For third and fourth coats, the dry film thickness should be §.0 mils.

st Coot 2nd Coot 3rd Coat 4th Ceot
LILA. No. 100 LLAL No. 100 LLA. No. 401 LLA Na 401
1 (tinted) (tirted)
LLA. No. 200 (LA, No. 200 LLA. No, 401 LLA, No. 401
(tinted) (tinted)
* Complete formulas will be found as follows: e
L.LA. No. 100 — Page 20
L.LA. No. 200 — Page 23
L.LA. No. 401 — Page 27
o g —try o A el ol et e e e oK ¥ Lot
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Systems for Partial or Continuous Immersion fi Fresh Water

The following paint systems are especially suitable
for ferrous surfaces which are in whole or in pant
subjected to moisture condensation or immcrsion in
{resh water, Among the structures for which these
systems Are suggested are crest gates, sluice gales,
tainter gai:s and cxposed structural stec! at pumping

stations.

Before paint application, the surfsce shiould be
blast clcanced, sce page 7, and treated with a chemical
nxcial conditioner such as Formula L.LA. No. 901,
we page 29, spplied to a dry film thickness of 0.3
10 0.5 mils.

PAINT FORMULAS® TO BI APPLIED
For third and tourth coats of L.1.A. No. 501 (tinted). the dry film thickness
should be 1.0 mils. For all other coats, the dry film thichness should be 1.5 mils.

st Coot 2nd Coot 3rd Coot 4th Coot
LIA No. 400 LIA No. 400 LIA. No. 400 LIA. No. 40
{tinted) (rinted) or
i o ] LILA, No. 401
LIA. No. 5001t LLA. Ne. 500 LIA No. 500 LIA No. 501
(tinted) (hetedd
* Complte formulay will be found as follows:
L.LA. No. 400 — Page 27
L.LA. No. 401 — Page 27
L.IA. No. 500 — Page 28
L.LA. No. $01 — Page 28
t This must be preceded by metal conditioning wash
@ coat primer such as LIA. No. 901, sce page 29.
17
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PRIMER FOR INDUSTRIAL AND
MARINE ENVIRONMENTS

The following fast drying formulativa is recom- cally contaminate § atmospheres and marine environ-
mended 1o industrial users as 8 primer for paint ments such as stoonge tanks, ship superstructures,
systems 1o protect stecl surfaces exposed in chemi- bridges and dock installations.

Surface Preparation

As with other fast drying -imen, application oo This primer bas boea thoroughly test evaluated
steel free of rust, grease and ouw+ f~r=iu matter with excclicat results and has been adopled as a
is esscntial for best performance. Sce page S, standard primer by major industnal companics.

FORMULA LLA. NO, 03
(See Page 26)

PRIMER FOR SEAWATER IMMERSION

FORMULA LIA. NO. 900
{See Page 29)

The sntkorrosive  primer recommended  here, Fundamentaliy, the coating system dewcnbed bere
LLA. No. 900, was devcloped afier a thorough consists of 8 red Jead anticormmive pnimer and a
screening by the cad Pigments Technical Commit- finish coating of cither bt or cold plastic. For best
tee and full scale “scrvice tests” conducted by the performance of the coaung, surfaces must be thoe-
U. S. Navy, Thesc tests, carried cut on the bulls oughly cleaned and dry a2t the time of applrcativn,
of three U. S. dastroyens, were completed early in While a metal conditioning coating  prioe to
1959. On the hads of these test results, red cad- pouning s aot mandatory, the performance of the
coumaronc primur (L.LLA. No. 900) appeans to have coating system s improved whea the bare metal is
performed compurably to the more expeasive # 14N so treated.  Sandblasting 1o the bare mctal bcfoce
(MIL-P-19453) coaung which is the Navy standard painting is recommended.
for ship bottom service for antifouling systems other The Formula No. 117 pretreatment (Military
than vimyl Specification MIL-C-15328, available upon request

On one of the three ship bottoms, it was found to the Commanding Officer, Naval Aviatica Supply
that thic red Jead primer aflords protection that is Depot, 8501 Tabor Avenue, Philadelphua, Pa., at-
equal or very sl uly better than Navy standard an- tention Code CDS) was applied in a thickness of
ticorrosive #14N. 1n a sccond case, this red kead 0.3 10 0.5 mils in the tests on three U S, destrover
primer was judped to be slightly inferior (average hulls. As the naiee implics, the surface prepas atory
merit score of Y83 vs. ¥5.5). In the third cas, coating iy intended to condiion the metal surface

there was no significant difference discernible in and inwre 3 firm bond between it and subscuent
performance between this red kead primer and # 14N, coats of paint.
A varicty of antifouling coatings are in current Where ne metal conditioncr is veed, the red lead

use for ship bovtoms and umilar service. Cold plastic primer is spplied direcdy over the cleancd, dry
coating No. 108 {MIL-P-19451) and hot plastic metal surface. In cither case, two o¢ three coats of
No. 15 HPN (MIL-P-19452) were used in Navy the primer should be applicd to reach 8 minimum
tests. Others include Maritime Commission coal tar- dry film thickncss of § mils. Records la the Bureau
rosin antifouling coating 52-MC-403 and Burcau of Ships indicate the primers were “applicd in three
of Ships Fcrmula iio. 121, a vinyl antifouling coat- coats.” Normal application is by spray rather than
ing (MIL-P-15931). Less is knowa about the com- brush. In applying the primner, 8 minimum drying
patibility of the system, L.LLA, No, Y00/Bu Shios period of six hours should be allowed between costs
121, and should not be uscd without prior tests. snd six hours before the antifouling paint.
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PRIMER FOR RUSTED,

WEATHERED OR NEW GALVANIZED STEEL

Aficr a full six yean of extensive bield investiga-
tions, the performance of the followwng red kead-

rinc dust-fron oxide primer for galvanized steed
proved out tanding.

FORMULA LLA. NO, 304
(Sov Page 20)

This primet is iically suited for maintenance paint-
ing of galvanized surfaces particularly where the coo-
diboa of the surface arca 1o be pasated may vary
from rusty 10 weathered 1o ncw. It pow makcs pos-
sible the use of a single prumer that wiil eTectvely
protect galvanizcd surfaces aganst further deterion-
noa regardicss of thar condivoa. Formula LLA.

No. Y04 is effective as a primes in onc of more coats
cither ¢1posed 10 the wrather or covered with a suit-
able fianh coat. No matter what the surface —rusted,
wcathered or treated new—this primer surpasses
in performance the kad-free primers generally rec-
ommended for galvanized surfaces,

Surface Preparation

To imure good adhesion and to obuua the mout
sativatony protection with pamer LA, No 304
oa rusted galvanized surfaces, the corroded arcas
should e wire brushed 1o remove rust scale followed
bty washing with clan muncral spants. On mew
galvanized atcel, the surface should be allowed to
weather for 3 W 6 moaths, or if time dovs hot per-
1ant, the surface should be chemically pretreated.

A numiber of commonly used pretreatmcnt proce-
dures have been 1ated. However, phosphate type
treatments are recommended as they effectively etch
the o surface and greatly improve the adhcvioa
of the pant film. Propnctan products of this type
are generally availible.  Treatmenty with copper
wiphate, acctic scd, or hydrochlonc acid are -
eflective.
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LIA24682
L.LA. RECOMMENDED
PAINT FORMULATIONS

mede or implied. Users sre vrged to mebo sdditionel confirmetery evalvetions for thelr spe-

dfic requirementy.

FORMULA LLA. NO. 100°

{ompeetes

PIGMENT:  Red Loed (9T Crodel
ANomisvm Stverste

VEHICLE:  flaw Limeed O
Pole MearBod-ed Linseed O
13 nuowry, Low ocd
Yolonle Thnner ond Orier

Foment by weght
Yehole by weight
W /Gol.

"
DRYING TUME: Set te T
Ory

(]
. PP b mia
030.4
wo
oo
150300
38 0 moe.
e
TTN ua,
1% mea
4% ma
b
4 dowr man
U how mec

768

(2 X ]
1932

14000

* Contarm te Foderat Spocthcaion T13 34a. Trpe I, eod AASH O. Deigaetion M2, Trpe i,

FORMULA LLA. NO. 10V
[

VEHIQE:  Row Linseed OM
Pole Meat Soded Unaed O
12 wwesity, law o)
Petrolevm Spints end Drien

Figment by weight
Yohicle by woight
Wr/Gel.

r

DAYING TiME Fer Honding
Far Recosting

750
243

8%
bl
178
i3

| 8

ohowt 24
oheut 34

i

100

2970
40

moe

™o
2413

1783

U
o

3373

1038
2814

10000

124

80
o7

e
.6

1000

" o

i
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Cospruren

PIOMENT;  fed Llood (93N Crede)
Nogrewum Silicate
Dotomocsows Silice
Alvminym Steerote

VEIHICLE:  Row Linsesd O
Pole Meat Bodsed Linveed O

2.2 vwouty, low ocid 30
Prtrolevm Sporin . . 00
Uquid Orers 30

100~
Fomenmt by weight 41%
Vehicle by weight I?N
Wy /Gel. 153 &
v 32
DRYING TUAE: For Hondling obout 24 hewvn
For Recoating obowt 34 heuns

* Contarms 16 36 4 Bructuron Pointiag Covacil Spaciicotine SSACAL

FORMULA LLA, NO. 103°

Compont on Poe Const
PIGMEINT: Red leod (97% Grodel . 9o mm
Alvaing  Stearete 0304
1000
VIHICLE:  Rew Linvesd OX e e e . PO O min
Volatile Thinner end Orier 10 0 meun.
100

Pament by weight 77-80%
Vehicle by weight  20-23%
Wit /Gl 243 . mia

DRTING TIME: St 1o Towch 4 . man.
Ory for Recooting M N, men

* Conborme 16 A ASH.O, Desiguation MIL, Trpe L

780

v 0
1 }

sor.

24300

P e e

L A4
3

7

180
243

100.0

PTIRTEI P




LIA24684

FORMULA LILA. NO. 140° 1
Gonpovuen 21 ety Geltem i
PIOMENT. Whie Lsed 31.0 min 11} F{}E ) 5.04
Lee Ouide 250270 nre 506 @ 3
Thenium Diacxida, 4
(Rvrke NonChaking Typed . noene 100.6 10
Mogrevum Silcere'?t . 320 man, bz ¥ ) 12.29
1000
YEIHICLE:  Raw or Refned Unsiged OF oL 00 mia 1587 45.44 4
Sodied Umeed OF . . 160200 ”ws "wa
Thinner end Orier e 00 mos. 112.% 17.08 F‘:‘
100.0 1030 100.00 :
Pigment by wogh 2% mia,
Yohicle by woght  38% mon.
Wi /Gel 14% b sia,

OEYING TIME 10 hovn men. k
< Comtnrems t6 AA S O. Ovdguation: M0, Trpe |, Clom & ‘
11} The white lood ond ting soide may rosset of suy mrtves of Lok carbonste white lead, bosis wiphets white

lood, lovded inc saide, asd tiag varde et Beel the (smpornen requrvaeni. Al the ephes of the pom
thowt, B ity leod may be roqared W be bask swrbonate white twadd.
2] The sem of Sakiag colery sad ogerdvm sicnte halt aet cmeed 37 0% b
9
3
FORMULA LLA. NO. 141° 4
Compootna PorComt Poundy Gattong E-
PIOMINT. Wine Leed 990 martt 13087 2498 E
1000 R
VENICLE:  Rcw Umeed O4 703 min, 2.8 5217 3
Bodes Liaed Ol (1.2 vivcaedty) 135 max. " 11.04 e 3
Thnaer ond Crier 140 max. 00 1.79 3
100.0 1970.0 100.00

Poment by weicht T1% mia.
Vehcle by weight  29% man.
W /Gel. 197 . mia,

DETING TIME 18 hours man.
:-c::-—.nuuo.w.mv,..g

(1) The pgment holl 5o baec cobosere whity lead. 1o e Kated puion the pigrant dholl contula set lom hon 4
930 por wt bavt corbossts whie lead. e rymaicder 1o b high Wrsaglhs hating color

FORMULA LLA. NO. 142° 1

Sompoetan Zor Cont foendy Gellen

PGMENT, Whie Leed e 69.0.71.00 85352 15.48 3
Tine Oaide . . L. . 148188 1853 hS 1
Chrome Qaide Green . . 145188 1888 47

1000 k
YIHICLE:  Row lnweed O4 e . P00 mia s .81
Volante Thianer end Ocler 10 0 man, 4.2 .49
100.0 1A 100.09

Fgrient by weglt 1% mia
Vehicle by weight  IT% man.
Wh /Uol. 18.0 & mia

DRYING TIME: 24 hovrs mea. e
" Conforme to AASH O. Devgasrions HaZ, Type 1-Fohoge Orosa,

(1) The white lewd and tine eide may consdt of say Mitvre bods swrboncte whie 'eod, hade wiphate whie
leod, ‘sodrd Hint saide ond Woed iree ting 0side thet masts the coaporition roquirementsy,
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FORMULA LLA. NO. 200°

Sompasition Lot
PHOMENT)  Red Leod (97% Grodel 65.0 min,
Red iron Quide (85% ForOp 15.0 min.
Mogresvm Sdicore . P 14.7 man.
Mica, 323 mesh 4040
Alvminga Steorate _9_)-(“
100.0
VINICLE:  Row Unwed O . A 8.0 mia,
Akyd Resin Solids
tFed. Spec. TT-R-264, Type WO 20.0 mia
Yeiotle INnner end Uree " 44.0 =ax.
1000
Fomant by weight 66-69%
Yohicle by weight 31-34%
Wr/Gol. 167 K, mia,
ORYING TIME: Seof ta Touch 4 how men.
Dry for Recoofiag 14 how men,

* Contorna 10 Fodorol Specificarion TT5S4a, Trpe H ond AASHO. Desigastion: MT1, Type ML

FORMULA L.LA. NO. 201*

Composiion Por Comt
PIOMENT:  Red Laod (P5% Geedel . 15.40
Siceowrs Red iron Quide 102
Alyminym Ssorate e 48
100.00
Ahyd Revn Sobide
(Fed. Spec. TTR264, Type 10 . 2090
furoleva Spirits end Oriers n20
100.00
Pgrent by weigt 75.2%
Vehide by weight  24.8%
¥1./Gal 22040
”» 3
DAYING TUAE; For Hondting obowt 16 houns
for Rucoating sbowt 24 hewnn

© Contarme to Joel St uctures Poiating Covadl Specifienrion SSPCAL,

FORMULA LLA. NO. 202°

fomprenas feo ot
PICMENT: Red leod (97% Crode) 99.8 mia,
Aumingm Stearate C.33.4
1000
VEMICI:  Raw linseed OF 270 mia.
Al yd Resin Solide
1Fed. Spec. TT 264, Type IN)} 26 0 mia,
Volatile Thinner and Drier 47 0 mex.
100.9

Pigment by welght 73-76%
Vehicle by weight 24.27%

Wi./0el 21.4 . ala
ORYING TIME Set to Touch 4 b, mos.
Dry for Recoating 14 he. max.

:c.-!.c-nuwo. Desigaation: M72, Type IV.

3

48
16¥.0
164.2

34

1831
2342

17130

1604.0
(X

140.8

1548
1100

12080

12.01

40 81

nna

17.44
4

100.00

hiatarle s o oo

16.59 .
e I
0%
St

350
1314

100.00

AG® daariesd

074

08
14.12

10660
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; ©
4 FORMULA LLA. NQ. 300°
Sompetien Loc ot Doty Stieny
PIGMEINT; Red Lood (F7% Grode) w7 12750 17.20
Auminem Staatot 9.3 33 044
1 1000
1 vinGL  Algd Reva Soide
Fod. Spec TT-R-264, Type MO ao 413 b B Y]
Volatile 1hianer end Driev 40 341.0 3400
i 1000 1901.0 100.00
Pioment by weight  62.3%
Vehicle by weeght nmn
Wi /Gol. e
[ 44 b |
DRYING TWME: Four Hondtag about | hewr
For Recooving sbowvt 4 howrs
¢ Contoran to Fodered Speciinerion. TT2 24a, Type DL
'1 ©
4
3
: 3 FORMULA LLA, NO. 30t
' Conpaomen B Coe fovd; Goten
POMENT: Red Laad 97\ Grode! 750 7740 10
Siceown kon Qaide 113% Fe O, 250 2580 7.00
1000
VEHICLE:  Akyd Reun Sobds
Fed. Spec. TT-R 268, Tyre 10O 46 82 2050 2
Petroleym Spinty ond Deiors 53 Jl‘ 3264 5012
100.0 1640 6 10G 00
Pgment by weight  628%
1 Febicle by weight  37.27%
WA /Gt 1n.
: 4 )
: DATING TWALs For Hondlng obout 2 hown
l For Recoohng ebout & howrs
1
E
i 24
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FORMULA LLA. NO. X02°

{oopesnen L. A1 4] oo
PIOMINT:  Red Load (75 Grade) $30 w0 513
Dine Yellow 101 04 kR
Mica (MIL-MI1S176A) Ve 650 t 824
tndion Red s 100 o
Mogrerum SScete n 160.0 70
Alvminum Stearete [-34 60 on
1000
VIRICLE:  ASkyd Resia Selvtien
(Fod. Spec. TTR-268, Type |, Clom A e Qs 5200
Dipennre 3 2350 382
Petrolevm Sprrm kX 1900 2020
Leod Drier [ 1] <7 ae
Cobok Drier [1) o 0.5
1000 13204 103 &2
Mogment by veight 50N
Veohicte by weght SoN
wr /Gal. 1250 pia
(o4 38
DEAVING TWML: Setto Youch 2 howry
Ory for Recootng & houny

* Cortormn 40 wpoxduwion of the Burove of Shups Poat lormoie Ma 116 MH P 17343 (S} ond b vory wal
tor i comporten ord mppresinates Ny puriermprce of U L Nerime Admasdiorea Spacdushes 33 M4 20le

FORMWAA LLA. NO. 303

Conporton P Cou Pornde Cotrore
PIGMENT: Red Lood 7% Grode’ 5o 4050 s
Siceous kan Oude 3% $00 240 1940 s
Lt Osde 40 320 07
Magrenum Sicate 150 1220 S &
D-atomoceon Sihce 70 570 &
1009
VERIQLE:  Akyd Rowa Sobids
Fed Spec TTR 2584, Yype M) &9 800 nn
Thennen ond Drien 33t 3200 47 &7
100 14100 100 00
Pigment by weight 57 %
Vehicle by weight 4a27%
Wi./Gel. “n
r
ORYING TIME: For Handlng obout 2 howrs
For Recowring obovt 6 hewn

28
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o A rore okl e ~ o
FORMULA LIA. NO. 304 3
Sompestion B Cot Lynds Seiiey
MGMEINT:  Red Loed (?7% Grode) 0o nroe 53
Silceows woa Ouide (3% Fo 04 150 1730 2 3
Alyminvm  Srvcrote 03 [X] [ 1)
Unc Dwet t1ed. Spec. TT.2. 201100 $4 3 1030 120
1000 ’
VENICLE:  Akyd Reda Sokéds f
(fod Spoc. TTR 244 Type 8 . .. . 48 2570 t 2]
Thinners ond Drisn - 48 307.6 4.3 3
100 18540 100.0
Foment by weight  89.4%
Vohicie by woight  30.4%
Wi /Gel. 131 & twithout slnc dust)
144 4“ [
(11 Din bt s 80 ba pochogod sopervivly ond miasd whh poist ot fow of oot
4
FORMULA LLA. NO. 303
Sempeenen L Coz Lot Sotlen
PIGMINT:  Red Lood (7% Grode! $s50 sne 10 ‘
Line Yelow L 100 20 b 8 ]
Tiac Onide . 100 "o 20
Slcoows Wea Owde B3N 10,0, 70 433 113
Megrosem Shcoty 100 140 40
ODwiomacron Sixe 80 753 ar
100
VEHICLE.  VeNde Ne. 27!V . 749 460 S48 P
Monpral Spirity nr’ 1380 s
Driars 1.4 30 o 3
1000 15231 1060
Pgmest by wegt  O10%
Veh-cle by weght M g
Wi /Gel. 1323%.
2 L] 3
DETING TIWE. for Headbag 1 howr F
for Re<oatng 24 hours )
Yooty 9073 Krobs Unin r
Brductrn for Spray & party of primet to 1 part of V M & P Nophthe 4
Reductonfor B 8 parn of pamer 10 1 part of oromatc ydee-
cowbon of boitng ronge 320.378° £ end
opprorimgrely 60 eromotic
(1) Vehicle Ne. 27,
Oebydrored Costar OF Fany Ages NN
Clyvaciey 1E X2
Prihahe Anbydride 0%
Minsrel Spu sty 38 0% i
100 0% ’
Cosbing Procaders. Hoet tha et thrse Muod 10 354° F. 40 inviee with gosd agitetion sad vader sorbos Boalde .
gou proleably a8 deod bettle  Lowly incooes the opervivie to 157 1. ond hold ter approsimetnly 103
wiavtes Cool ond 10dwre.
Proprrtios Noavslonle “% by welght 4
Vimosry T 1Qerdan Sabit) i
Ak Nosmbor 3.10 tea widd r
Prrhohe Anhpdiides 0N (on whde) 2
HNOT A vohile of (horactordaws s mtar to horwe of L1 A Vehicie No 27 may be made sarting with dedpdrated
o rew temer ail @nd wih epprepirate chaagas M tew muteriel Quenntiss and (oaling pracedwe. The
vohicte Iy 0o avwiteble from sove-ol menvactwreis Including Reabhold Chomuols, Inc Tos P 113 Rochomd)
wd Acctor Doan's Midiord Co, sad i closely opprssimated by Rohm & Heos Co (Dvenplon CI3).
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Covding Procodeee Koot ofl the reua sod ol ta 443° P. 40 micwser Mold e bosch of teis leaporetwe lodg
easeph (3340 suavier) *o shiea the Lrured mnaty whea Musasd to the 1pechid mlds Watont. Wober suel
ond s weh meagrel i

Propotios. Od Longih 3 gol Viscoely PN (Cordeer Holdr
Moavelohle Stevw Coler P Heligel
wy  Gel. 756
ORYING 1ML Set 4o Towch  2hown
Pt Free § hown
FORMULA LLA. NO, 40%°
Comveinen Poe Cont Pondn Cartong
PICMENT,  Alyminym Poue
(Fed. Spec. TT A 468a, Type #, Clom B 1000 1720 i
VEHICIE:  Phencic Vehle (Corps of Engnesn V-21 1000 6400 (234
320 1000
Figment by weight 207% W1/Gal. S$3h
Vehcle by veight  79.3% (a4 ns

* Contorme o Poderol Spacticusion TTP35a Trpe IV. Tt pout s ohe spociad o wober tonk intelory b
e Americmn Weter Werds Asusueion 0102 specficanen

() Corpa of Ing'aeens Yobide V-2«

Pocolhonyl Phossi tormaldaiyde Rode (Md ipec MU 215184 100 &
Tong Ol (fod. Spec TTOY 29 gok
ARl Redined Liswed Ot M Sper. MLOISINN 13 gl
Maorel Sgiin (Tod Sper. TIT.201a, Grode B} 38 gel
Dipenticn Ted. Spec 11074 4 9ot
Ihylene Olycol Measertyl tihor (ASTM DISN) . 3 gd
Holieh Naphtha 3 t ol
Telvens (Tod. Spee. TV 1.348) LN
Covling Precedwre: muddwﬁ‘dﬁwdhw‘v“!" ond bold for ohowt
20 mavton Add he tuag oo hoot 1o 43° P bold fer § meavies ond Thea silew barch Sy ewel b0 420° 0.
WNMmuhud«h«.«‘hMuu&-‘mthto-o'-\-Hpo-‘-lu Add sephithe-

note dilers e pive 0.13% lead. 0013% cobalt ond D 0073% moageacw bosed o
driary shall contorm to foderel Specination ITD 643

Roquired Proportios 0ad Pedormences

Vieaseity CO (GerdaorMHoldn} Cold Watee Reni-tamee bown
Spwric Cruity o0 Seling Weter Levisionce Ok — 7 hows
Coler 1012 (Cerdner Sanderde 193] Aol Revutence OC ~ § hawn
Neavelorle " 10N Reactivity (ASTM D130 Neao
Kovei Reduckon Pow 120 Dey Dest frwe Tea
Hianing Nows ia 48 hown Dey for Rocouting 13 boury (mae)
() mgh Lok %MWMWH&MW
Spacific Oravity . 0033 e 0373
Plosh Polw 38 C (eia)

Oistilighon: taitiel- 143 1o 134°C, 73 por ut=110°C (mae | 1ad—220°C. (men), Naphtholens~nong,
Kovii Butonsl volve-70 o0 (mia)

27
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FORMULA LLA. NO. 400°
Compooition Pr e frmdy Geftery -
PIOMINT:  Red Laod (97% Groded 350 7300 1248 3
Diatomaceout Sice 8.0 " 53
Maognesiva Sicate (Y] 740 3.10 b
Aluminum Steorete 04 (V] 0.53 Y
1009 E
VEHICLE:  Phenolic Yornishtd) etasisanne - 740 4320 .70 3
Thinners ad Delens 260 1409 2048 3
100 1699.9 100.00 3
R~
Pgment by weight  45.9% DRYING TME for Hondling  obewt T hewn -
VYehiclo by woight 1% for Recoating  ebewvt § howre F
wr/Gal (11" 1 ‘
r 44 ]
%—u-n'u«dw.-nau..vmn This peint le olee wpeaified for weser tonk lateriens la the 3
Amorigsn Weter Works Awecaiion D102 specrtisation. 1
(1) Proasle Vornivhs
Phonslc Rouin (100% pore Wyo.ﬂwth . 0% -~ R
Tong Od (fod Sper. mo.\.m — - L - TN - o
Muneral Sgwite (Fod s.-.muvu.o«a.n 0 X% BallY
00 00

e v

e

Lo L
.
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L Cd e

For Recoonng obovt 1 howr

* Covdarms 3 A echiatioa of the Corpe of Engioesrs Fermuie V.101 oad MBwry Specicsios MULAINDY,

(1} The revia dhell be @ hpdroryl containing vyl chlerids arviute sopolymer. ¥ sholl comtoin #9353 15 P13 pur comt
wayl (dlonde, 33 10 70 por rem vispl skohe! ond 20 10 33 pov vl vieyl scvtete. "o rese tholl bom @
wocs grovwry of 130 vo ) A0 Material thall o furnnhed o1 8 predored wld oot low thos 3 por (nat of
whih pocd Wrovgh o No. 20 sers contormag 10 Tod Spec 03354 As 18 par oat wiviion of the
resn b methyl inobuiyl beteng dhafl Lo 0o derkar thea 1 0 gree of pritoniem dusnste dimived in soe lage
of watesr.

(1) Moyt huaburyd botons sholl hove & 1ecifx grovity of QTP9 ta G A0S ot 20 29° C. Aol satloly Koll wirkia
6 40° C resge which shell inciude 116’ C. 0nd duofl bo ot loowt #3 pov cont pu.

FORMULA LLA. NO. 301°

NWMMSM"MH”LG.‘W v e L 130%
Yiayl Resiatl) . 18 5%
Triczesyd PMosphote (Fod. Spec. TT.7-458) . 4N
Tolvens (Fod. Spec. TT-T-S48 - 332%

100 0%

'CW«&&W#NC#JWMVIG This agteriel dovld be thipped in
dovble somportment tans ond mined ¢4 e fob.
(|)v‘»-'1m-uholhod-ﬁdw«muodywdmmw#—‘uw
13% to BIN vapd chlende and 12% 1o 135 vieyl scotute by weight. The resia sholl hove Rl formiang
propectios ond hol, in spetiliod terncietions, prodvem 191t squel 48 “Viayihe® reva YTHN,

™

Rigal

i s S SlaAL, ’ s, i ik, Mot T
o
FORMULA LLA, NO. 300°
Compestion & o fomdy oty
PIGMENT: Pod Leed (97% Gredel . 1008 200 tE 4
100.0
VEIHIQE  Viapl Reuatt? .. 194 1450 123
Trcronyl Phosphate (Fed. Spec TV.T458 20 150 13
Methrl trobvty! Ketone D PR, 5 | 940 43
Tolvens (fod Spec. TT-T.548) 393 930 «00
1000 ”we 1000
Poment by weight  124%
Vohicle by weight  T7.4%
wr /Gel. (24
(44 174
ORYING TIME: For HandSng obovt 0 3 howr




bl
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M)
2
P
- ity Y il o - e
FORMULA LLA. NO. 903
Lomposiion O Coe torty Qolien
PIGMENT: Red Lead (97% Grode! 470 3320 45
Dac Oxide . e 83 58t 1.24
Line Yellow [ X ] 22 208
Mica, 328 Mash [ 2] F 2] 2.44
Mognesium Sificate 72 r2.0 00?7 b
Alymirom Stearsie 04 n 0y ;
100.0 .
VEHICLE: 'V Coumaroneindens Resia M R127.137°CO'0 234 1680 10.12
Coumorensindene Rewn (MRS-1S° C)'0 [ % $7.0 622 1
Liquid Coal Tor tMILT-15100 [ 34 E A E3 o4
Line Revinate ("Linor™ or squivelent) 32 208 7
Chlarinoted Rubber 20 Contipoise Vieslty h,
(“Paricn” or equivaleat) (& ] ans R R« ’
1-Flash Noptho (MILN-15178, Type A Ny 2000 6.0
Akphatic Petroleva Mh BR205-260° F) 150 ”s 14.49
Pne OF . o8 32 0.47 3
— — —— 3
100.0 1360 6 100.00 .

Pigment by weight  $1.9%
Vohicle by weight  48.1%
wi/Gel 366
" kL

(I)MMmkmb’WNmmeﬁbwn
of 443" 1 odding e ting rosecte ond boiding wmprratvry voil Wk off mebed In AR of e peirsiova
whoﬂ”gb«-dﬂ-mwﬁﬁ-lh&“mwhmNéwnﬁh«u-hn
be dinseleed inte he romeining Millash septtha o recu tompucoters. The chlevimeted Nbber shovid be
blended in wrth the romeiader of the ingrodwnts aats phor the covmersascoul tor +osnate Mmistwe hon tosled
0 140" 1. o lone To aveid docompourea, the shinrwmated nbbet shovid sover be hootod
Althovgh the sheve mothad is proterred, e vohicle mey ohe by prapered by wmid cutiag
tagrodeon

(1} A ccvnorsneindens rona with o moliiag reage of 127.137° C

(31 A shvmarsneindese tona wilth & moling reege of $-15° C.

NOTL. Ouly dork seinred Reivhos Povid be appled over this primer dam bleadag Buwergh of the tvel tor way

-a-v mmu,mndun:dmhahrm”dum la applpiag thews poan ie ccaliaed oroen,
o 7 e provent stiravienes of saplesve vepers oad %o protect the sporeter.

FOTMULA LLA. NO. #01°

0 Cel /108
logrvdot Boee <, [
PolyviaptButyral Reuntit . [PV * Y ] &
Dac Chromate “imolvble Type™ D, o sS40 150
Mognesum Silcote - S 80 033
Lompblack ’ . e e e v 0 0.04
S$vrrl Alcobol, Normol (TT3-846) 18 18.40
Alcohol Ervyl'®) (Fed. Spec. O A2, Ger. HIL oo 3570
Drivent €}
Phosphoric Aod 85% (Fed. Spec. OP-313 Jlem A 280 2.00
Warer (maximem! 350 300
Alcohel, Erthyl* (fod. Spec. O-AIP4, Ge. D 102.0 15.00

* Cortorme 10 Miltgry Specidcation MR 215320 ond ki furnivhed in twe conislacn. § gollen con conteining 4
Poflecs of bow ond ! gafica pherphera acid rruidamt (entniner of divest. The mised sendiRonst Bvd be wed
wihin 24 hourr ohter mising.

(1) Pedyvingd partial butyrel resin (18.20% winyl akohe! ond aet more thea TH of vioyl sxetede) vinosty of ¢

4% 1eivien of Mg reun in mathonel, 13 11 contipoinn 107 € Spwcifn graviy of 1esa 105 00 118

(1 1619% COu 62.72% 1a0, aot mere thea 1% wotersolvble sy,

(3) sapropy! akalial (PP%) may be whetitvied oe on oquel velvms bosis

& Whea 1 getien of ocid componsal ks odded %o 4 goiteas ol roda tamponent ond wirred. o smeoth, homegene

vr minters thell tosult which oot net gol e of leant 24 howrt Shatl dry for repaiating withia 15.30 adiavter.
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PIOMINT:

VINICLL:

FORMULA LLA. NO. 902

Somposines |2
Red Lood (F7% Grode) . N
Lne Yollow R
Slceous ko Qaide 076% PogOp 78
Mogassiva Sibcete 250
10008
Coer Gom Yornish'd? .. 430
Pole HeatBoded LUnseed ONM
(12 vicosity, low ocd 2o
Monarel Spicim and Naphthenote Drien 50
1000
Pgment by woigit 51 #%
Yohuis by weight Q1%
W1 /Gal. 1260
v 3
OANING TIME: For Hendirng 490 § hours
for Recoarag obowt 18 hewny

1113 gol tuer Com Debpdcosed Coster OF Yarnish. 3% N Y,

PIGMINT,

YIMIQLE:

FORMULA LLA, NO. 903

Compe cten Pov Comt
Red Leod 97N Grode %0
L Yollow 00
Lac Onide 130
Slceowm irna Oude (70785 Fe:O, 200
Mogrevivm Sibcote 200
1009
Evter Gum Vormsh i1t 80
Pole Heot Boded Lin sed O
2 2 wscouty, low eod) 180
Minerat Spieis and Nophthenate Drien a0
1000
Pigment by weight  46%
Vehicle by wesght  $4%
wr /Gol. N4k
1 4] 3
DRYING TIME:, For Honcing 40 6 hovny
For Recoatng obovt 18 hown

(1123 gol Ler Gom Dehyd-ated Cower O Vorsich, €3% NV

30

- e
O NO W {
b X R =
ooool

1050

2150

no
2990

11390

141
328

1000

44

227
ny

1000

ey e

renr - g n e~
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1 9 With the hsvance of this Technica! Letter, the Leod Indusries Aucciution hot edopted a new p ot poirt numbering
syvtem that will indicate immediately the type of vehicle uied in the point formulation o follown
] Type of Vehicle Formulotion Numbers
Ol LIA No, 100 10 199
] Oilrasla fortified LA No. 200 1o 209
" Aleyd LA No. 300 1o 399
Phenolic LIA. No. 400 1o 499
Vinyl LLA. No. 500 to 509
E Miscellonsows LLA. No. 900 to 999
A correlotion between the new ond old numben of thowe LLA. paints recommended for vorious vses by the Luod Pigmenn
Technicol Committer will be found on the following chort
CORRELATION BETWEEN NEW AND OLD L.I.A. PAINT NUMBERING SYSTEMS
NEW NO. 100 101 102 10) 140 141 142 200 201 202 300 301 302 303 X4 05 400 401 500 501 900 901 902 903
O—(_D‘NO. . { { 1 N . ] —
s ! i S ‘ . I g .
a7 R ; : .
(] 3 T
] . ! ! ' .
7S] : : -
&7 ! ) ° !
T SR .
€y . B .
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&16 i hd — e e o
31} ! | A
i _ew R _ .
: 625 } ! ! o .
&35 | T - * -
B A1 ‘e ' N . -
T2 . —_ —
EZD ) N -
74 T . o R
EZ) ' .
76 — e hd .
77 P . - 2
] 8.} b BN _ : -
82 H s L i ! e e e o e e
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