




Contact List

Product Literature 
TRINAR® Color Palette
Sample color choices for all TRINAR product lines.

TRINAR Product Brochure
An informative guide to the TRINAR family of high performance liquid 
spray coatings for architectural aluminum.

CERAM-A-STAR® E Color Palette
Sample color choices for CERAM-A-STAR E product line.

Product Specifications
TRINAR ULTRA
TRINAR ULTRA has the same great performance as the standard 
version of TRINAR, but contains less VOC’s for a more environmentally 
friendly product.

TRI-Escent II ULTRA
TRI-Escent II ULTRA has a lower level of VOC’s for a more environmentally 
friendly product, along with the same great performance as the standard 
version of TRI-Escent II.

TRINAR ULTRA TEC and TMC
Environmentally friendly versions of TRINAR TEC and TMC, which like 
other ULTRA products contain a lower level of harmful VOC’s.

CERAM-A-STAR E
CERAM-A-STAR E is an exciting new solution to meet AAMA 2604, with 
proven durability and ease of application.

ACRA-BOND® ULTRA
An excellent finish for a variety of interior metal surfaces and residential 
window and door systems.

POLYDURE® E
POLYDURE  E is the high-solids polyester coating of choice for residential 
and light commercial use.

Air Dry Systems
TRINAR AQUA
Water-based fluoropolymer system for use over primed, prepainted 
metal substrates and primed metal substrates.

TRINAR AQUA 2K
Water-based fluoropolymer system for use over primed metal, 
prepainted metal substrates, fiberglass and some plasticl substrates.

CERAM-A-CRYL® II
Designed for use over primed, prepainted metal substrates and primed 
metal substrates.

CERAM-A-CRYL® III
Designed for use over primed, prepainted metal substrates and primed 
metal substrates.

GRIP-GARD® Washprimers
Offer excellent protection against corrosion for air dry topcoats.

GRAY TIECOAT
Gray Tiecoat VA0C31630 and its catalyst, UC0C31631 are designed 
to provide optimal adhesion for TRINAR Aqua and CERAM-A-CRYL II.

Water-Based Epoxy Maintenance Coating
Primer for steel maintenance applications comprised of WA9C32800 
and GW9C32796.

Miscellaneous
Finished Product Code Reference

AAMA Testing Request Form

Extrusion Color Panel Request Form

Extrusion Color Match Request Form

Cleaning and Maintenance Guide

AAMA 2605 Specification

AAMA 2604 Specification

AAMA 2603 Specification
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Contact List

Address: 1313 Windsor Ave. 
 Columbus, OH 43211-2898

Phone: 614.294.3361

Web: www.akzonobel.com/ccna

Name Title  Cell | Fax | Office E-Mail

Sales and Marketing
Jeff Cattell Account Manager-Northern Region  C 614.264.1817 jeff.cattell@akzonobel.com
Chad Fletcher Account Manager-Central Region   C 614.746.6997 chad.fletcher@akzonobel.com
Bruce Carriere Architectural Specification Manager  C 614.315.6717 bruce.carriere@akzonobel.com
John Roscoe Customer Service Manager   C 614.586.5674 john.roscoe@akzonobel.com
Lori Bahen Order Entry/Customer Service   O 614.297.2789 lori.bahen@akzonobel.com
Diane Sims Sales Coordinator   O 614.297.2711 diane.sims@akzonobel.com

Extrusion Technical Department  |  Fax Number: 614.421.4360
Jeremy Scott Extrusion Technical Lead   O 614.297.2754 jeremy.scott@akzonobel.com
Ted Mayberry Senior Technician   O 614.297.2787 ted.mayberry@akzonobel.com
Jonathan Carsey Technician   O 614.297.2773 jonathan.carsey@akzonobel.com
Cameron Change Technician   O 614.297.2783 cameron.change@akzonobel.com
Chris Lanier Technician   O 614.297.2782 christopher.lanier@akzonobel.com
Vanessa Becker Chemist   O 614.297.2788 vanessa.becker@akzonobel.com

Canada
Frank Montecalvo Account Manager  O 519.623.1061 frank.montecalvo@akzonobel.com  
   C 905.572.0125

Mexico
Miguel Rocha Business Manager  O +52 8113653033 miguel.rocha@akzonobel.com  
   C +52 8111308795   
   F +52 8113653098

This list is compiled for your communication convenience. Each category may have more than one contact person and should be con-
tacted in the order shown. Our normal office hours are 8:00 a.m. to 4:30 p.m. (EST) Monday through Friday.
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All TRINNAAARR UULLTTRRAAAA cooaattinngss are 
formulatiiiooonns ooff 777000%%% ppollyyviinnyylliiddene 
fl uoridddeee ((PPVVDDFF)) reessiinnn, wwhhicchh mmakes 
it the best ccchhoiiccee foorr mmmoonnummeental or 
institutionaalll pproojjeecctsss.. 

One of the secrets of TRINAR ULTRA's su-

perior durability lies in the molecular struc-

ture of the polyvinylidene fl uoride resin. This 

unique carbon/fl uorine bond is the key to 

unsurpassed thermal, chemical and ultravio-

let resistance properties. When coupled with 

AkzoNobel developed premium ceramic and 

inorganic pigmentation, this system demon-

strates remarkable resistance to weathering, 

fading, cracking and chalking. When properly 

applied, TRINAR ULTRA easily passes the rig-

orous testing requirements of the American 

Architectural Manufacturer's Association spec-

ifi cation AAMA 2605.

To assure proper application, AkzoNobel uti-

lizes a process of Applicator Certifi cation. Only 

after meeting stringent repeatable quality stan-

dards is an applicator granted this approval. 

This helps protect the integrity of the fi nish for 

all parties concerned.

TRINAR ULTRA coatings provide long-term 

beauty for a wide range of metal building com-

ponents such as panel systems, curtain-wall, 

window systems, louvers, canopies, mullions, 

store fronts and fascia.

If your specifi cations require a coating for sev-

eral of these components on the same project, 

we have formulated TRINAR for both spray 

and coil coating applications using the same 

pigmentation. This ensures continuity of color 

throughout an entire project.

Why choose TRINAR ULTRA?
TRINAR ULTRA is the next generation of PVDF 

coatings. All fi nish types available in TRINAR 

are now available in TRINAR ULTRA (2-coat 

colors, TRI-Escent® II, TEC and TMC). All 

color choices from standard TRINAR sys-

tems are also available in the ULTRA series. 

TRINAR ULTRA is a more environmentally-

friendly product, by containing a lower level of 

VOC's. Durability and performance of TRINAR 

ULTRA is the same as the standard version, 

easily meeting or exceeding the AAMA 2605 

specifi cation.

Disclaimer
The information contained herein is correct 

to the best of our knowledge. It is offered in 

good faith, but not to be construed as war-

ranties as to performance of results, since the 

conditions of use of our products are beyond 

our control. We suggest that you evaluate the 

information presented here and determine the 

suitability of our products prior to commercial 

scale application.

Product specifi cations of

®®

Environmentally-friendly liquid spray 2-coat solid colors
for architectural extrusion applications

Our history with this 
incredible technology dates 
back to the early 1970's.

Continually monitored 
AkzoNobel research 
and production quality 
assurance programs 
have produced years of 
actual 45º S. South Florida 
exposure data.

This data demonstrates 
TRINAR ULTRA's 
remarkable resistance to 
exterior weathering such 
as fading, color change, 
chalking and cracking.
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Product Type 70% polyvinylidene fl uoride (PVDF) coating.

Specifi cation Meets or exceeds all AAMA 2605 
specifi cations.

Primer KY1C17839A

Percent Solids (Package) Weight solids 49-53%, Volume solids 31-35%.

Percent Solids (Reduced) Weight solids 38-40%, Volume solids 27-29%.

Reduction Primer: 1-1 with Xylene.
Topcoat: 25-35% by volume of Xylene/Butyl 
Carbitol blend then add Butyl Carbitol as 
needed for fl ow.

Viscosity Primer: 20-25 seconds #3 Zahn @ 77º F
(package), 16-18 seconds on Zahn #2 
(reduced).
Topcoat: 20-23 seconds #4 Zahn @ 77º F
(package), 22-25 seconds on Zahn #2 
(reduced).

Film Thickness Primer: 1.0-2.0 wet mils, 0.2-0.4 mils dry. 
Topcoat: 2.5-4.0 wet mils, 1.0-1.2 mils dry. 
Total system: 1.2-1.6 mils dry.

Gloss Range 25 to 35% @ 60º angle.

Cure Schedule Lab bake cycle 10 minutes @ 450º F. 
Production cure varies with line speed and 
oven temperature. Metal temperature must 
achieve 450º F and be maintained for 2 
minutes minimum.

Cure H+ pencil hardness and 50 MEK double rubs.
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Test Description Coating Requirements TRINAR ULTRA Performance

7.1 Color Uniformity Visual Control Instrument and visually
  controlled

7.2 Specular gloss at Medium and low gloss Controlled to custom spec
60º, ASTM D 523 ranges ±5 units

7.3 Dry fi lm hardness, F minimum H+
ASTM D 3363

7.4 Film adhesion (dry, wet No removal between scribed No removal
and boiling water), times
crosshatch 1/16 inch
squares

7.5 Impact resistance (direct) No removal of fi lm No removal
0.10 inch distortion

7.7.1 Chemical resistance 15 minutes, no visual changes Meets or exceeds spec
(10% muriatric acid)

7.7.2 Chemical resistance 24 hours, no visual changes Meets or exceeds spec
(mortar, alkali)

7.7.3 Resistance to acid 30 minutes, maximum 5ΔE NBS Meets or exceeds spec
pollutants (70% nitric acid) units color change

7.7.4 Detergent resistance 72 hours, no effect Meets or exceeds spec

7.8.1 Humidity resistance, 4,000 hours, few #8 blisters Meets or exceeds spec
ASTM B 2247 (maximum)

7.8.2 Salt spray resistance, 4,000 hours, minimum 7 rating on Meets or exceeds spec
ASTM B 117 scribe and minimum blister rating of
 8 (ASTM D 1654)

7.9.1.2 Weathering, color 10 years, 45º S. South Florida, max Meets or exceeds spec
retention, ASTM D 2244 5ΔE NBS units color change

7.9.1.3 Weathering, chalk 10 years, 45º S. South Florida, max Meets or exceeds spec
resistance, ASTM D 4214 8 rating for colors, 6 rating for whites

7.9.1.4 Gloss retention 10 years, 50% minimum Meets or exceeds spec

7.9.1.5 Weathering, erosion 10 years, 45º S. South Florida, Meets or exceeds spec
resistance maximum 20% loss





AAAlllll TTRRII--EEssccennttt IIIII UUULLTTTRRAA ccoaattings are 
formmmullaatiioonnss off 777000%%% ppollyyviinnyylliiddene 
fl uoridddeee ((PPVVDDFF)) reessiinnn, wwwhhicchh mmaakkees 
it the besssttt cchhoiiccee fforr mmmoonuummmeenttaal oorr 
institutionaaalll ppprroojjeeccttss.. 

By combining the concept of barrier coat and 

primer into one, AkzoNobel's technical team 

has unlocked the secret to minimization of 

"metallic fl op." This combination also eliminates 

a step in the application process required by 

metallic colors, while improving the quality and 

appearance of the fi nish.

When specifying TRI-Escent II ULTRA, refer 

to the code number of the color desired. The 

last two digits of the code will designate which 

basecoat/primer is to be used for that specifi c 

topcoat color.

Whether your color design requirements call 

for a bold statement or a soft and subtle ap-

pearance, AkzoNobel's wide array of TRI-

Escent II ULTRA colors should provide the de-

sired effects. Should you wish to match a color 

provided by another manufacturer, we will be 

happy to provide you with a corresponding 

match. Or, if you want something not found on 

a color card, we will assist you in the creation 

of a brand new color.

TRI-Escent II ULTRA has become a very popu-

lar coating for factory application on aluminum 

as well as galvanized metal roofi ng and zinc/

aluminum coated steel substrates. TRI-Escent 

II ULTRA coatings provide long-term beauty 

for a wide range of metal building components 

such as panel systems, curtain-wall, window 

systems, louvers, canopies, mullions, store 

fronts and fascia.

If your specifi cations require a coating for sev-

eral of these components on the same project, 

we have formulated TRI-Escent II ULTRA for 

both spray and coil coating applications using 

the same pigmentation. This ensures continu-

ity of color throughout an entire project.

Why choose TRI-Escent II ULTRA?
TRI-Escent II ULTRA is the next generation of 

PVDF coatings. All fi nish types and color choic-

es available in TRI-Escent II are now available 

in TRI-Escent II ULTRA. TRI-Escent II ULTRA 

is a more environmentally-friendly product, by 

containing a lower level of VOC's. Durability 

and performance of TRI-Escent II ULTRA is the 

same as the standard version, easily meeting 

or exceeding the AAMA 2605 specifi cation.

Disclaimer
The information contained herein is correct 

to the best of our knowledge. It is offered in 

good faith, but not to be construed as war-

ranties as to performance of results, since the 

conditions of use of our products are beyond 

our control. We suggest that you evaluate the 

information presented here and determine the 

suitability of our products prior to commercial 

scale application.

Product specifi cations of

®

Environmentally-friendly liquid spray 2-coat mica colors for architectural
extrusion applications

Continually monitored 
AkzoNobel research 
and production quality 
assurance programs 
have produced years of 
actual 45º S. South Florida 
exposure data.

This data demonstrates 
TRI-Escent II ULTRA's 
remarkable resistance to 
exterior weathering such 
as fading, color change, 
chalking and cracking.

TRI-Escent II ULTRA is a unique 2-coat pro-

cess that offers an alternative to other metal-

lic or anodized fi nishes. This blend of mica 

and ceramic and inorganic pigments creates 

subtle yet dazzling design characteristics with 

a unique richness that goes beyond standard 

metallic colors. This system is more chemical 

resistant than an anodized fi nish, can be fi eld 

repaired, and has a tighter color range.
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Product Type 70% polyvinylidene fl uoride (PVDF) coating.

Specifi cation Meets or exceeds all AAMA 2605 
specifi cations.

Primer KY1C17839A, KA1C22454(P1) or 
KN1C22296(P2)

Percent Solids (Package) Weight solids 49-53%, Volume solids 31-35%.

Percent Solids (Reduced) Weight solids 38-40%, Volume solids 27-29%.

Reduction Primer: 1-1 with Xylene.
Topcoat: 15-25% by volume of Xylene/Butyl 
Carbitol blend then add Butyl Carbitol as 
needed for fl ow.

Viscosity Primer: 20-23 seconds #4 Zahn @ 77º F
(package), 16-18 seconds on Zahn #2 
(reduced).
Topcoat: 20-23 seconds #4 Zahn @ 77º F
(package), 22-25 seconds on Zahn #2 
(reduced).

Film Thickness Primer: 1.5-2.5 wet mils, 0.3-0.5 mils dry.
Topcoat: 3.0-4.5 wet mils, 1.1-1.3 mils dry.
Total system: 1.4-1.8 mils dry.

Gloss Range 15 to 25% @ 60º angle.

Cure Schedule Lab bake cycle 10 minutes @ 450º F. 
Production cure varies with line speed and 
oven temperature. Metal temperature must 
achieve 450º F and be maintained for 2 
minutes minimum.

Cure H+ pencil hardness and 50 MEK double rubs.

Note To help facilitate color uniformity, a special 
primer (P1 or P2) may be required. Please see 
Product Data Sheet.
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Test Description Coating Requirements TRI-Escent II ULTRA
  Performance

7.1 Color Uniformity Visual Control Instrument and visually
  controlled

7.2 Specular gloss at Medium and low gloss Controlled to custom spec
60º, ASTM D 523 ranges ±5 units

7.3 Dry fi lm hardness, F minimum H+
ASTM D 3363

7.4 Film adhesion (dry, wet No removal between scribed No removal
and boiling water), times
crosshatch 1/16 inch
squares

7.5 Impact resistance (direct) No removal of fi lm No removal
0.10 inch distortion

7.7.1 Chemical resistance 15 minutes, no visual changes Meets or exceeds spec
(10% muriatric acid)

7.7.2 Chemical resistance 24 hours, no visual changes Meets or exceeds spec
(mortar, alkali)

7.7.3 Resistance to acid 30 minutes, maximum 5ΔE NBS Meets or exceeds spec
pollutants (70% nitric acid) units color change

7.7.4 Detergent resistance 72 hours, no effect Meets or exceeds spec

7.8.1 Humidity resistance, 4,000 hours, few #8 blisters Meets or exceeds spec
ASTM B 2247 (maximum)

7.8.2 Salt spray resistance, 4,000 hours, minimum 7 rating on Meets or exceeds spec
ASTM B 117 scribe and minimum blister rating of
 8 (ASTM D 1654)

7.9.1.2 Weathering, color 10 years, 45º S. South Florida, max Meets or exceeds spec
retention, ASTM D 2244 5ΔE NBS units color change

7.9.1.3 Weathering, chalk 10 years, 45º S. South Florida, max Meets or exceeds spec
resistance, ASTM D 4214 8 rating for colors, 6 rating for whites

7.9.1.4 Gloss retention 10 years, 50% minimum Meets or exceeds spec

7.9.1.5 Weathering, erosion 10 years, 45º S. South Florida, Meets or exceeds spec
resistance maximum 20% loss





All TRINNAAARR UULLTTRRAAAA TEECC aandd TMC 
coatings aarree ffoorrmmuullaattiionnss ooff 7700% 
polyviiinnnyyylliiddeenne flfl uoorriiidddee ((PPVVDDFF)) reessin, 
which makkkess itt thhee bbeesstt cchooicce for 
monumenttaaal oorr innsttiittuutioonnaall prrojects. 

applications requiring a striking accent or bold 

statement in design. TRINAR ULTRA TMC 

metallic colors offer either a bright or subdued 

metal color which is very popular throughout 

the architectural community.

When specifying TRINAR ULTRA TEC or TMC 

colors, it is helpful to include the appropriate 

suffi x (TEC or TMC). This helps to distinguish 

the color as a 3-coat process, and minimizes 

any possibility for confusion during the speci-

fi cation process. The TEC stands for TRINAR 

Exotic Clear, and the TMC stands for TRINAR 

Metallic Clear.

Whether your color design requirements call 

for a bold statement or a soft and subtle ap-

pearance, AkzoNobel's wide array of TRINAR 

ULTRA TEC and TMC colors will provide the 

desired effects. Should you wish to match a 

color provided by another manufacturer, our 

computer-aided technicians will be happy to 

provide you with a corresponding match. Or, if 

you want something not found on a color card, 

we will assist you in the creation of a brand 

new color.

TRINAR ULTRA TEC and TMC have become 

very popular coatings for factory application on 

aluminum as well as galvanized metal roofi ng 

and zinc/aluminum coated steel substrates. 

TRINAR ULTRA TEC and TMC coatings 

provide long-term beauty for a wide range of 

metal building components such as panel sys-

tems, curtain-wall, window systems, louvers, 

canopies, mullions, store fronts and fascia.

Why choose TRINAR ULTRA?
TRINAR ULTRA is the next generation of PVDF 

coatings. All fi nish types available in TRINAR 

are now available in TRINAR ULTRA (2-coat 

colors, TRI-Escent® II, TEC and TMC). All col-

or choices from standard TRINAR systems are 

also available in the ULTRA series. The main 

benefi t of using TRINAR ULTRA is a more en-

vironmentally friendly product with less VOC's. 

Durability and performance of TRINAR ULTRA 

is still the same, easily meeting and exceeding 

the AAMA 2605 specifi cation.

Disclaimer
The information contained herein is correct 

to the best of our knowledge. It is offered in 

good faith, but not to be construed as war-

ranties as to performance of results, since the 

conditions of use of our products are beyond 

our control. We suggest that you evaluate the 

information presented here and determine the 

suitability of our products prior to commercial 

scale application.

Product specifi cations of

®

Environmentally-friendly liquid spray 3-coat exotic and metallic colors for architectural
extrusion applications

Continually monitored 
AkzoNobel research 
and production quality 
assurance programs 
have produced years of 
actual 45º S. South Florida 
exposure data.

This data demonstrates 
TRINAR ULTRA TEC 
and TMC's remarkable 
resistance to exterior 
weathering such as fading, 
color change, chalking and 
cracking.

Both TRINAR ULTRA TEC and TMC are ap-

plied in a 3-coat process and have the unparal-

leled durability that only a 70% PVDF coating 

can provide.

TRINAR ULTRA TEC is available in a broad 

spectrum of vibrant, bright, and very clean 

colors. They lend themselves beautifully to 
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Product Type 70% polyvinylidene fl uoride (PVDF) coating.

Specifi cation Meets or exceeds all AAMA 2605 specifi cations.

Primer KY1C17839A, KA1C22454(P1) or KN1C22296(P2)

Percent Solids (Package) Weight solids 49-53%, Volume solids 31-35%.

Percent Solids (Reduced) Weight solids 38-40%, Volume solids 27-29%.

Reduction Primer: 1-1 with Xylene.
Color coat and Clear coat: 20-30% by volume of 
Xylene/Butyl Carbitol blend then add Butyl Carbitol 
as needed for fl ow.

Viscosity Primer: 20-25 seconds #3 Zahn @ 77º F (package), 
16-18 seconds on Zahn #2 @ 77º F (reduced).
Topcoat: 20-23 seconds #4 Zahn @ 77º F 
(package), 22-25 seconds on Zahn #2 @ 77º F 
(reduced).
Clear coat: 20-23 seconds #4 Zahn @ 77º F 
(package), 18-22 seconds on Zahn #2 @ 77º F 
(reduced).

Film Thickness Primer: 1.0-2.0 wet mils, 0.2-0.4 mils dry.
Color coat: 2.5-4.0 mils wet, 1.0-1.2 mils dry.
Clear coat: 2.0-3.0 mils wet, 0.4-0.6 mils dry.
Total system: 1.6-2.2 mils dry.

Gloss Range 25 to 35% @ 60º angle.

Cure Schedule Lab bake cycle 10 minutes @ 450º F. Production 
cure varies with line speed and oven temperature. 
Metal temperature must achieve 450º F and be 
maintained for 2 minutes minimum.

Cure H+ pencil hardness and 50 MEK double rubs.

Note To help facilitate color uniformity, a special primer 
(P1 or P2) may be required. Please see Product 
Data Sheet.
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Test Description Coating Requirements TRINAR ULTRA TEC and
  TMC Performance

7.1 Color Uniformity Visual Control Instrument and visually
  controlled

7.2 Specular gloss at Medium and low gloss Controlled to custom spec
60º, ASTM D 523 ranges ±5 units

7.3 Dry fi lm hardness, F minimum H+
ASTM D 3363

7.4 Film adhesion (dry, wet No removal between scribed No removal
and boiling water), times
crosshatch 1/16 inch
squares

7.5 Impact resistance (direct) No removal of fi lm No removal
0.10 inch distortion

7.7.1 Chemical resistance 15 minutes, no visual changes Meets or exceeds spec
(10% muriatric acid)

7.7.2 Chemical resistance 24 hours, no visual changes Meets or exceeds spec
(mortar, alkali)

7.7.3 Resistance to acid 30 minutes, maximum 5ΔE NBS Meets or exceeds spec
pollutants (70% nitric acid) units color change

7.7.4 Detergent resistance 72 hours, no effect Meets or exceeds spec

7.8.1 Humidity resistance, 4,000 hours, few #8 blisters Meets or exceeds spec
ASTM B 2247 (maximum)

7.8.2 Salt spray resistance, 4,000 hours, minimum 7 rating on Meets or exceeds spec
ASTM B 117 scribe and minimum blister rating of
 8 (ASTM D 1654)

7.9.1.2 Weathering, color 10 years, 45º S. South Florida, max Meets or exceeds spec
retention, ASTM D 2244 5ΔE NBS units color change

7.9.1.3 Weathering, chalk 10 years, 45º S. South Florida, max Meets or exceeds spec
resistance, ASTM D 4214 8 rating for colors, 6 rating for whites

7.9.1.4 Gloss retention 10 years, 50% minimum Meets or exceeds spec

7.9.1.5 Weathering, erosion 10 years, 45º S. South Florida, Meets or exceeds spec
resistance maximum 20% loss





CERAMM---AA-SSTTAARRR EE iss aann exxciting 
new soluuutttioonn foor aaalluumminnuumm 
extrusion aappppliccattiiooonss, wwiithh  proven 
durability aaanndd eeaasee oof aappplliccaation.  

CERAM-A-STAR E is a new product designed 

for spray application to aluminum, meeting all 

the specs of AAMA 2604. Based on a proven 

coil coating technology, it brings a new level of 

durability to the mid-level market segment, at 

an economical price.

CERAM-A-STAR E takes the exceptional per-

formance of CERAM-A-STAR 1050, a market-

leading SMP coil coating,  and adapts it to the 

high-performance / AAMA 2604 market seg-

ment. CERAM-A-STAR 1050 is the coil coat-

ing industry's benchmark silicone-modifi ed 

polyester, with unmatched chalk and fade 

resistance and exceptional hardness for long-

term durability.

CERAM-A-STAR E's performance comes from 

a proprietary resin formulation that has been 

proven through real-world testing and fi eld in-

stallations for over 15 years. This unique resin 

system gives it vastly superior hardness and 

mar resistance over other AAMA 2604 prod-

ucts, which is a major benefi t during installation 

and aggressive environments. 

CERAM-A-STAR E has 15 years of South 

Florida real world weathering exposure data, 

something that most new coating solutions 

can't say. Since it's based on an already prov-

en product with millions of square feet already 

installed in the fi eld, you can rest assured its 

performance will stand up over time.

To assure proper application, AkzoNobel uti-

lizes a process of Applicator Certifi cation. Only 

after meeting stringent repeatable quality stan-

dards is an applicator granted this approval. 

This helps protect the integrity of the fi nish for 

all parties concerned.

Field Performance
When applied in accordance to specifi cations 

the following fi eld performance can be expect-

ed from CERAM-A-STAR E.

Film 10 years
Integrity

Chalk Colors: no more than #8 for 10 years
Whites: no more than #6 for 10 years

Fade No more than 5 ΔE Hunter units 
for 10 years

Disclaimer
The information contained herein is correct 

to the best of our knowledge. It is offered in 

good faith, but not to be construed as war-

ranties as to performance of results, since the 

conditions of use of our products are beyond 

our control. We suggest that you evaluate the 

information presented here and determine the 

suitability of our products prior to commercial 

scale application.

Product specifi cations of

®

Solid color liquid spray exterior fi nish for aluminum extrusion applications

Available globally,
CERAM-A-STAR E is the 
perfect choice for use in all 
environments that require 
an AAMA 2604 product.

Designed to meet the global 
demand for a mid-level 
high performance system, 
CERAM-A-STAR E delivers 
signifi cant performance 
improvements over other 
AAMA 2604 products.
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Product Type Silicone-modifi ed polyester coating.

Specifi cation Meets or exceeds all AAMA 2604 specifi cations.

Primer Optional. Recommended in aggressive 
environments.

Percent Solids (Package) Weight solids 48-60%, Volume solids 37-45%.

Percent Solids (Reduced) Weight solids 40-53%, Volume solids 30-34%.

Reduction 15-25% by volume of Xylene/Butyl Carbitol blend 
then add Butyl Carbitol as needed for fl ow.

Viscosity 17-19 seconds #3 Zahn @ 77º F
(package), 22-25 seconds on Zahn #2 (reduced).

Film Thickness 2.4-4.0 wet mils, 1.0-1.2 mils dry.

Gloss Range 25 to 35% @ 60º angle.

Cure Schedule (Aluminum) Lab bake cycle 10 minutes @ 350º F. Production 
cure varies with line speed and oven temperature. 
Metal temperature must achieve 350º F and be 
maintained for 2 minutes minimum.

Cure H+ pencil hardness and 50 MEK double rubs.
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Test Description Coating Requirements CERAM-A-STAR E
  Performance

7.1 Color Uniformity Visual Control Instrument and visually
  controlled

7.2 Specular gloss at Medium and low gloss Controlled to custom spec
60º, ASTM D 523 ranges ±5 units

7.3 Dry fi lm hardness, F minimum H+

7.4 Film adhesion (dry, wet No removal between scribed No removal
and boiling water), times
crosshatch 1/16 inch
squares

7.5 Impact resistance (direct) No removal of fi lm No removal
0.10 inch distortion

7.6 Abrasion resistance, Abrasion coeffi cient value, Exceeds spec
ASTM D 968 20 minimum

7.7.1 Chemical resistance 15 minutes, no visual changes Meets or exceeds spec
(10% muriatric acid)

7.7.2 Chemical resistance 24 hours, no visual changes Meets or exceeds spec
(mortar, alkali)

7.7.3 Resistance to acid 30 minutes, maximum 5ΔE NBS Meets or exceeds spec
pollutants (70% nitric acid) units color change

7.7.4 Detergent resistance 72 hours, no effect Meets or exceeds spec

7.7.5 Window cleaner resistance 24 hours, no visual change Meets or exceeds spec

7.8.1 Humidity resistance, 3,000 hours, few #8 blisters Meets or exceeds spec
ASTM D 2247 (maximum)

7.8.2 Salt spray resistance, 3,000 hours, minimum 7 rating on Meets or exceeds spec
ASTM B 117 scribe and minimum blister rating of
 8 in fi eld

7.9.1.2 Weathering, color 5 years, 45º S. South Florida, max Meets or exceeds spec
retention, ASTM D 2244 5ΔE NBS units color change

7.9.1.3 Weathering, chalk 5 years, 45º S. South Florida, max Meets or exceeds spec
resistance, ASTM D 659 8 rating for colors, 6 rating for whites

7.9.1.5 Weathering, erosion 5 years, 45º S. South Florida, Meets or exceeds spec
resistance maximum 20% loss





Architecccttss aannd sssppeecciififi eerss will fi nd 
ACRA-BBBOOONNDD UUULLLTTTRRRAA iis ann excellent 
fi nish for aa vvaariieettyyy ooff inntteerioor metal 
surfaces aaanndd rreessidddeeenttiaal wwiinndow 
and door sssyyyssteemms.. 

Why was there a need to completely re-engi-

neer such a workhorse product like the original 

ACRA-BOND? The answer was in the voice 

of our customers. Since the trend to return to 

conventional solids acrylic technology is grow-

ing with the increase in installations of VOC 

abatement equipment, we believe that this 

technology will be the coating of choice for 

residential and light commercial use for quite 

some time.

What are the features and benefi ts of this new 

system?

• Better coverage in diffi cult to reach areas.

• Painting the most diffi cult shapes beau-

tifully the fi rst time rather than having to 

depend on a second run for customer 

satisfaction.

• Better mileage per gallon for the applica-

tor and therefore a lower applied cost.

• Savings in energy consumption with lower 

curing temperatures.

• Better fl exibility with improved hardness.

• Vastly improved resistance to metal 

marking.

• Larger windows of forgiveness in appli-

cation without sags, solvent blisters, or 

"pull-away" from edges.

• Excellent surface clarity.

• Greatly improved exterior durability.

To make our vision of the future complete, we 

offer ACRA-BOND ULTRA in our EXPRESS 

Intermix system for exact quantity needs and 

exact color matching. This on-site and on-

demand ability eliminates waste and reduces 

costs by recycling overages into new colors.

Architects and specifi ers will fi nd ACRA-BOND 

ULTRA to be an excellent fi nish for a variety of 

interior metal surfaces and residential window 

and door systems.

Disclaimer
The information contained herein is correct 

to the best of our knowledge. It is offered in 

good faith, but not to be construed as war-

ranties as to performance of results, since the 

conditions of use of our products are beyond 

our control. We suggest that you evaluate the 

information presented here and determine the 

suitability of our products prior to commercial 

scale application.

Product specifi cations of

®®

A versatile, environmentally-friendly conventional solids acrylic coating for the
residential/light commercial market

After many years of 
successful application 
with the original ACRA-
BOND, our research and 
development group has 
released a product that is 
superior to current AAMA 
2603 technologies.

Test data show it to be the 
fi nest conventional solids 
polyester on the market 
today.
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Product Type Acrylic baked enamel.

Specifi cation Meets or exceeds all AAMA 2603 
specifi cations.

Primer None

Percent Solids (Package) Weight solids 48-64%, Volume 
solids 37-45%.

Percent Solids (Reduced) Weight solids 40-53%, Volume 
solids 30-34%.

Reduction 15-25% by volume of Xylene/
Butyl Carbitol blend then add Butyl 
Carbitol as needed for fl ow.

Viscosity 17-19 seconds #3 Zahn @ 77º F
(package), 20-25 seconds on Zahn 
#2 (reduced).

Film Thickness Standard: 2.4 to 4.0 wet mils, 0.8 - 
1.2 mils dry.
Coastal: 3.5 to 5.0 wet mils, 1.2-1.4 
mils dry.

Gloss Range 25 to 35% @ 60º angle.

Cure Schedule Lab bake cycle 6 minutes @ 350º F.
Production cure varies with the 
speed, oven temperature and metal 
mass being painted. Temperature 
must achieve 350º F and be 
maintained for 4 minutes minimum.

Cure H+ pencil hardness and 50 MEK 
double rubs.
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6.4.1.1 Dry Adhesion No pick-off

6.4.1.2 Wet Adhesion No pick-off

6.5.1 Direct Impact No pick-off

6.6.1.1 Chemical Resistance Excellent

6.6.2.1 Mortar Resistance Pass - little or
 no staining

6.6.3.1 Detergent Resistance Excellent

6.7.1.1 1500 Hour Humidity Resistance Pass

6.7.2.1 1500 Hour Salt Spray Resistance Pass

6.8.1.1 1000 Hour Accelerated Pass
Weathering

6.8.2.1 1 Year Outdoor Exposure Pass

N/A Pencil Hardness H - 3H

The following is part of the 
AAMA 2603 Specifi cation. 
ACRA-BOND ULTRA has 
physical properties which 
more than qualify it for 
extrusion application.





An ennnhhanncceeddd vveerssioonn of 
POLYYYDDDUURREE EEE iiss tthhee nneewest 
membeeerr ooff tthhee AAAkkzzooNNoobbel 
family offf fifi nee fifi nniissshheess ffoorr the 
aluminummm eexxttrruussiiooonn inndduusstry. 

Why was there a need to completely re-engi-

neer POLYDURE E, which had a great track 

record of worry-free application? The answer 

was in the voice of our customers. Since the 

trend to return to high solids polyester tech-

nology continues to be strong with increased 

VOC and HAPS restrictions, we believe that 

this technology will be the coating of choice for 

residential and light commercial use for quite 

some time.

What are the features and benefi ts of this new 

system?

• Better coverage in diffi cult to reach areas.

• Painting the most diffi cult shapes beau-

tifully the fi rst time rather than having to 

depend on a second run for customer 

satisfaction.

• Better mileage per gallon for the applica-

tor and therefore a lower applied cost.

• Better fl exibility with improved hardness.

• Vastly improved resistance to metal 

marking.

• Larger windows of forgiveness in appli-

cation without sags, solvent blisters, or 

"pull-away" from edges.

• Excellent surface clarity.

• Greatly improved exterior durability.

To make our vision of the future complete, we 

offer POLYDURE E in our EXPRESS Intermix 

system for exact quantity needs and exact 

color matching. This on-site and on-demand 

ability eliminates waste and reduces costs by 

recycling overages into new colors.

Architects and specifi ers will fi nd POLYDURE 

E to be an excellent fi nish for a variety of inte-

rior metal surfaces and residential window and 

door systems.

Disclaimer
The information contained herein is correct 

to the best of our knowledge. It is offered in 

good faith, but not to be construed as war-

ranties as to performance of results, since the 

conditions of use of our products are beyond 

our control. We suggest that you evaluate the 

information presented here and determine the 

suitability of our products prior to commercial 

scale application.

Product specifi cations of

®

A versatile, environmentally-friendly high solids polyester coating for the residential market

After many years of 
successful application with 
the original POLYDURE 
E, our research and 
development group has 
released an improved 
version that is superior 
to current AAMA 2603 
technologies.

Test data show it to be the 
fi nest high solids polyester 
on the market today.
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Product Type High solids polyester baked enamel.

Specifi cation Meets or exceeds all AAMA 2603 
specifi cations.

Primer None

Percent Solids (Package) Weight solids 65-83%, Volume 
solids 57-68%.

Percent Solids (Application) Reduce with heat only.

VOC Less than 3.0 #'s / gallon.

VHAP Less than 1.5 #'s / gallon.

HAP Less than 1.0 #'s / gallon.

Reduction Heat only unless Butyl Carbitol is 
needed for smoother appearance.

Viscosity 13-23 seconds #3 Zahn @ 77º F.

Film Thickness 1.3-2.3 wet mils, 0.8 - 1.2 mils dry.

Gloss Range 5 to 85% @ 60º angle available,  
Intermix bases are 25-35% @  
60º angle.

Cure Schedule Lab bake cycle 6 minutes @ 350º F.
Production cure varies with the 
speed, oven temperature and metal 
mass being painted. Temperature 
must achieve 350º F and be 
maintained for 4 minutes minimum.

Cure H+ pencil hardness and 50 MEK 
double rubs.
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6.4.1.1 Dry Adhesion No pick-off

6.4.1.2 Wet Adhesion No pick-off

6.5.1 Direct Impact No pick-off

6.6.1.1 Chemical Resistance Excellent

6.6.2.1 Mortar Resistance Pass - little or
 no staining

6.6.3.1 Detergent Resistance Excellent

6.7.1.1 1500 Hour Humidity Resistance Pass

6.7.2.1 1500 Hour Salt Spray Resistance Pass

6.8.1.1 1000 Hour Accelerated Pass
Weathering

6.8.2.1 1 Year Outdoor Exposure Pass

N/A Pencil Hardness H - 3H

The following is part of the 
AAMA 2603 Specifi cation. 
POLYDURE E has physical 
properties which more 
than qualify it for extrusion 
application.









Applicccaaattiionn gguiidddeeellinneess foor TTRINAR
AQUA, wwwhhicch iis ffoorr ussee ovverr primed,
prepainttteeedd mmettal sssuuubsstrraatees aand
primed mmmeeettaal ssuubbsstttrraatees.

For professsiiioonnall usse ooonnlyy.. 

These guidelines are offered as a method to optimize the performance 

of the TRINAR AQUA repaint fi nish. TRINAR AQUA coating system is 

used both for touch-up and also for painting materials that will not tol-

erate the elevated bake temperatures required of Spray TRINAR. The 

coating is comprised of a fl uoropolymer-acrylic resin system, intended 

for use as a two-coat material.

TRINAR AQUA is not designed to be used as a one-coat over bare met-

al, or on non-metal substrates such as wood, glass or plastics. TRINAR 

AQUA coating is not recommended for application to masonry, PVC, 

fi berglass, concrete block, wood, and all other non-metallic substrates.

Surface preparation for bare 
metal substrates
Bare iron and steel: Minimum surface preparation is Hand Tool 

Cleaning per SSPC-SP2i. Remove all oils and grease from the surface 

by Solvent Cleaning per SSPC-SP1iii and apply a primer specifi cally de-

signed to protect metal substrate from corrosion1. Test for adequate 

adhesion per Appendix A.

Aluminum: Because of the variety of aluminum compositions and treat-

ments (e.g., alodine and anodizing) available, users must test for ad-

hesion on their substrate before using. See Appendix A. The surface 

must be prepared by sanding with GRAY (not green) 3M Synthetic Steel 

Wood pad or 220-grit sandpaper. Wipe with clean solvent, using xylene, 

toluene, M.I.B.K. or M.E.K.  If the surface is polished or anodized it 

must be scuffed until rough to assure adhesion. If the surface has been 

properly treated with a chrome conversion pretreatment sanding is not 

required.

GRIP-GARD® Washprimer is recommended when coating over cleaned 

and properly prepared aluminum. This requires 0.15 ± 0.05 mils dry fi lm 

thickness that must be a smooth and continuous fi lm This two-compo-

nent system requires a 1:1 mix with GRIP-GARD Washprimer Hardener. 

This primer must be topcoated after 15 minutes and before 4 hours after 

the application of the primer.

®®

Water-based air-dry fl uoropolymer system



3.) Exposed metal and rust
Exposed metal minimum surface preparation is Hand Tool Cleaning per 

SSPC-SP2i and use of a primer specifi cally designed to protect any 

exposed galvanized steel metal from corrosion1. Care must be taken, 

however, not to destroy the galvanized surface. Before priming the metal 

building panel, test for adequate intercoat adhesion (see Appendix A). 

Allow suffi cient time for the primer to dry before applying the topcoat.

For severely rusted building panels the recommended preparation 

is SSPC-SP7ii – Brush-Off Blast Cleaning. AkzoNobel’s Water-Based 

Epoxy Maintenance Coat, or a maintenance primer designed for use on 

hot-dipped galvanize steel, is recommended to protect the metal build-

ing panel from further rusting.

4.) Additional preparation required for new building panels
There may still be a layer of factory-applied wax on the surface of the 

factory applied coating garage door if it has been installed within the last 

two years. This material is used to protect the panels during fabrication 

and transit, and failure to remove this material will result in poor intercoat 

adhesion with resultant peeling or fl aking of the new coating. To remove 

this wax, it will be necessary to lightly scuff the surface with a GRAY (not 

green!) 3M Synthetic Steel Wool pad (equivalent to “000” steel wool) 

saturated with soapy water. A fi nal wipe and rinse should be done with 

clean water only, to remove any loose dust or soap fi lm.

It is recommended that a tiecoat be used when coating over previously 

painted materials. The recommended tiecoat is AkzoNobel’s VA0C31630 

Gray Tiecoat and UC0C31631 catalyst. See the application guidelines, 

Gray Tiecoat VA0C31630 / UC0C31631 for complete instructions on 

use and application. Once this procedure is completed, perform the ad-

hesion test in Appendix A to assure that acceptable adhesion is evident. 

If poor adhesion is still observed, repeat step #4.

It is imperative, of course, that the factory fi nish itself not be removed 

during this process. It is necessary to once again test the intercoat ad-

hesion according to Appendix A. If the test results still indicate poor 

intercoat adhesion, do not proceed! Contact your builder immediately.

TRINAR  AQUA preparation
Mix coating thoroughly before using. A mechanical mixer should be 

used. Improper mixing (such as hand mixing or stirring with a stick or 

spatula) may lead to improper color or gloss. TRINAR AQUA may be 

sprayed as supplied. If reduction is required for spray application, ap-

proximately one gallon of TRINAR AQUA can be reduced with 8 ounces 

of water. More reduction will change the reology of the coating and 

change the fl ow characteristics. For brush or roller application, reduc-

tion is generally not needed. Please note however that this coating is not 

well-suited for brush or roller application.

Surface preparation for 
prepainted metal substrates
Before priming your factory-fi nished building panels, great care must be 

taken to prepare the surface to be painted, and to carefully assess the 

adhesion of this AkzoNobel coating. The following four problem areas 

must be addressed before the repainting process can begin:

1.) Dirt and mildew
Dirt, loose chalk and mildew must be removed before repainting can 

begin. Mild solutions of biodegradable cleaner or household ammonia 

will aid in the removal of most dirt, and the following are recommended 

levels:

a.) One cup of Simple Green®, or other common non-toxic biode-

gradable cleaners, which contain less than 0.5% phosphate, dis-

solved into two gallons of warm water. NOTE: The use of detergents 

containing greater than 0.5% phosphate is not recommended for 

use in general cleaning. Never blend cleansers or detergents with 

bleach.

b.) One cup of household ammonia dissolved into fi ve gallons of water 

(room temperature).

Use a well-soaked cloth, sponge, or brush (with very soft bristles). A 

low-pressure spray washer may also be used. We do not recommend 

the use of scouring powders or industrial solvents since these agents 

may damage the fi lm. Solvent-containing cleaners such as Fantastic®, 

however, are very effective and can be used without concern. If mildew 

or other fungal growth is a problem and cannot be removed as outlined 

above, household bleach mixed at a concentration of one cup of bleach 

to fi ve gallons of water, along with one cup of a mild soap (e.g., Ivory®) 

to aid wetting, is recommended.  

Heavier dirt accumulations, which must be addressed prior to repaint-

ing, may necessitate the use of a dilute solution of Spic and Span® (1 

cup into 5 gallons of warm water). NOTE: Detergent containing greater 

than 0.5% phosphate is recommended only as a preparation prior to re-

painting. Do not use such detergents for routine cleaning. Always rinse 

the surface thoroughly to remove any of the agents used in the cleaning 

procedure. Residual cleaners left on the surface will damage the adhe-

sion of the newly applied paint system.

2.) Surface imperfections
Minor scratches, which have not left the metal substrate exposed, can 

be lightly sanded or buffed to create a smoother surface. Care must be 

taken, however, not to expose the metal substrate. Once this exposed 

condition exists, the likelihood for rusting is greatly increased. Should 

the metal substrate be observed during this operation, see the following 

paragraph.
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TRINAR AQUA application
After mixing thoroughly, the material is ready to apply. For airless spray 

application, a 0.015” tip and 1,500 psi have been found to give a uni-

form wet fi lm. Depending upon color and application conditions, two 

complete coats may be required in order to achieve uniform color and 

gloss. Apply to a uniform dry fi lm thickness of 1.2 mils, minimum.

Application precautions 
Apply only when air, surface and product temperatures are above 60ºF 

(13ºC) and surface temperature is at least 5ºF (3ºC) above the dew 

point. Application temperatures below 60˚F (13˚C) will cause poor adhe-

sion and lengthen the drying and curing time. Application temperatures 

above 95˚F (35˚C) may cause dry spray, uneven sheen appearance and 

poor adhesion. Do not apply to surfaces at temperatures of 100˚F (38˚C) 

or higher. 

Perform no painting when the relative humidity is above 85% for 24 

hours before, during, and after paint application. Ambient and substrate 

temperatures must be maintained for 24 hours before, during, and after 

paint application. Avoid exterior painting late in the day when dew or 

condensations are likely to form or when rain is threatening. During the 

early stages of drying, the coating is sensitive to rain, dew, high humid-

ity and moisture condensation. Plan painting schedules to avoid these 

conditions during the fi rst 24 hours of curing.

Recoat
TRINAR AQUA is recoatable after approximately 4 hours. Apply all coats 

within one month.

Handling
Although it is not recommended, TRINAR AQUA can be handled after 

48 hours. However, full cure requires a minimum of two weeks to air-dry. 

A longer period of time may be required if the ambient temperatures are 

below 70˚F (21˚C). Because it is not fully cured (depending on ambient 

temperature) for approximately two weeks, any handling or packing of 

TRINAR AQUA coated metal may result in damage to the fi lm if done be-

fore being properly cured. As a fi nal test, pencil hardness should be an 

F-2H per ASTM D 3363, to assure a full cure. Force drying can be used 

to shorten the cure time. A maximum of 140˚F (60˚C) is recommended.

Clean up
Use water or a water/butyl cellosolve blend to clean equipment.

U.S. EPA regulations
TRINAR  AQUA as supplied meets or exceeds the U.S. Environmental 

Protection Agency established limits for volatile organic compounds in 

extreme high durability architectural coatings.

V.O.C. limit
140 grams per liter (0.3 pounds per gallon).

Appendix A - evaluating 
intercoat adhesion
1.) After properly cleaning the surface to be repainted, paint a 4” x 

4” area with the repaint material according to the manufacturer’s 

instruction. Allow to dry completely before proceeding.

2.) Use a utility knife to cut a two inch “X” into the repaint coating.

3.) Place a three inch strip of Scotch® 610 tape over the “X” and rub 

10 times with heavy pressure leaving a half inch of tape free for 

removal.

4.) Pull the tape back over itself at a 180º angle.

5.) Examine the tape and the building panel for any signs of paint 

removal.

If the tape removes more than 1/16” of the repaint material from 
the “x” cut, the intercoat adhesion is inadequate.

1 AkzoNobel’s Water-Based Epoxy Maintenance Coat, WA9C32800 / 

GW9C32796 or equivalent primer designed for adhesion to galvanized 

steel.

i SSPC-SP2 – Hand Tool Cleaning
Hand Tool Cleaning removes all loose mill scale, loose rust and other 

detrimental foreign matter. It is not intended that adherent mill scale, 

rust, and paint be removed by this process. Mill scale, rust and paint 

are considered adherent if they cannot be removed by lifting with a dull 

putty knife. Before hand tool cleaning, remove visible oil, grease, soluble 

welding residues, and salts by the methods outlined in SSPC-SP1iii. For 

complete instructions, refer to Steel Structures Paint Council Surface 

Preparation Specifi cation No. 2

ii SSPC-SP7  - Brush-Off Blast Cleaning
A Brush-Off Blast Cleaned surface when examined without magnifi cation, 

shall be free of all visible oil, grease, dirt, dust, loose mill scale, loose rust, 

and loose paint. Tightly adherent mill scale, rust, and paint may remain 

on the surface. Mill scale, rust, and coating are considered adherent if 

they cannot be removed by lifting with a dull putty knife. Before blast 

cleaning, visible deposits of oil or grease shall be removed by any of 

the methods specifi ed in SSPC-SP1iii or other agreed upon methods. 

For complete instructions, refer to Joint Surface Preparation Standard 

SSPC-SP7/NACE NO. 4.

iii SSPC-SP1 – Solvent Cleaning
Solvent Cleaning is a method for removing all visible oil, grease, soil, 

drawing and cutting compounds, and other soluble contaminants. 

Solvent cleaning does not remove rust or mill scale. Change rags and 

cleaning solution frequently so that deposits of oil and grease are not 

spread over additional areas in the cleaning process. Be sure to allow 

adequate ventilation. For complete instructions, refer to Steel Structures 

Paint Council Surface Preparation Specifi cation No. 1.
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Applicccaaattiionn gguiidddeeellinneess foor TTRINAR
AQUA 222KK,, wwhhiicchh iisss foor uusee oover 
primed mmmeettaall, ppreepppaainntteedd mmeettal 
substrateeesss,fifi bbeerrgglaassss, aandd ssomme 
plastic subbbssttrrattess.

For professiooonaal uussee oonnllyy. 

These guidelines are offered as a method to optimize the performance 

of the TRINAR AQUA 2K repaint fi nish. TRINAR AQUA 2K coating sys-

tem is used both for touch-up and also for painting materials that will not 

tolerate the elevated bake temperatures required of Spray or Coil coated 

TRINAR. The coating is comprised of a fl uoropolymer-acrylic resin sys-

tem and catalyst, intended for use as a two-coat material.

TRINAR AQUA 2K is not designed to be used as a one-coat over bare 

metal, or on non-metal substrates such as wood or glass. TRINAR 

AQUA 2K coating is not recommended for application to masonry, PVC, 

concrete block, wood and certain plastics.

Surface preparation for bare 
metal substrates
Bare iron and steel: Minimum surface preparation is Hand Tool 

Cleaning per SSPC-SP21. Remove all oils and grease from the surface 

by Solvent Cleaning per SSPC-SP13 and apply a primer specifi cally de-

signed to protect metal substrate from corrosion4. Test for adequate 

adhesion per Appendix A.

Aluminum: Because of the variety of aluminium compositions and 

treatments (e.g., alodine and anodizing) available, users must test for 

adhesion on their substrate before using. See Appendix A. The surface 

must be prepared by sanding with GRAY (not green) 3M Synthetic Steel 

Wool pad or 220-grit sandpaper. Wipe with clean solvent, using xy-

lene, toluene, M.I.B.K. or M.E.K. If the surface is polished or anodized it 

must be scuffed until rough to assure adhesion. If the surface has been 

properly treated with a chrome conversion pretreatment sanding is not 

required.

GRIP-GARD® Washprimer 1K CF is recommended when coating over 

cleaned and properly prepared aluminium. This requires 0.40 ± 0.10 mils 

dry fi lm thickness that must be a smooth and continuous fi lm. This two-

component system requires a 2:1 mix with GRIP-GARD Washprimer 

Reducer, (CFEXP02697). This primer must be top coated after 15 min-

utes and before 24 hours after the application of the primer. See GRIP-

GARD Washprimer 1K CF guide for additional information.

®®

Two component water-based air-dry fl uoropolymer system



3.) Exposed metal and rust
Exposed metal minimum surface preparation is Hand Tool Cleaning per 

SSPC-SP21 and use of a primer specifi cally designed to protect any 

exposed galvanized steel from corrosion. Care must be taken not to 

destroy the galvanized surface. Before priming the metal building panel, 

test for adequate intercoat adhesion (see Appendix A). Allow suffi cient 

time for the primer to dry before applying the TRINAR AQUA 2K.

For severely rusted building panels the recommended preparation is 

SSPC-SP72 - Brush-Off Blast Cleaning. Akzo Nobel’s Water-Based 

Epoxy Maintenance Coat4, or a maintenance primer designed for use 

on hot-dipped galvanize steel is recommended to protect the exposed 

metal from further rusting.

4.) Additional preparation required for new building panels
There may still be a layer of factory applied wax on the surface of the 

factory applied coating if it has been installed within the last two years. 

This material is used to protect the panels during fabrication and transit, 

and failure to remove this material will result in poor intercoat adhesion 

with resultant peeling or fl aking of the new coating. To remove this wax, 

it will be necessary to lightly scuff the surface with a GRAY (not green!) 

3M Synthetic Steel Wool pad (equivalent to “000” steel wool) saturated 

with soapy water. A fi nal wipe and rinse should be done with clean water 

only, to remove any loose dust or soap fi lm.

It is recommended that a tiecoat be used when coating over previ-

ously painted materials. The recommend tiecoat is Akzo Nobel’s 

CVA0C31630, Gray Tiecoat. See the application guidelines, Gray 

Tiecoat CVA0C31630 / CUC0C31631 for complete instruction on use 

and application. Once this procedure is completed, preform the adhe-

sion test in Appendix A to assure that acceptable adhesion is evident. If 

poor adhesion is still observed, repeat step #4.

It is imperative, that the factory fi nish not be removed during this pro-

cess. It is necessary to once again test the intercoat adhesion according 

to Appendix A. If the test results still indicate poor intercoat adhesion, do 

not proceed. Contact your builder immediately.

Surface preparation for small 
scratches and nicks
For the occurrences of small scratches or nicks in factory applied fi n-

ishes the following is a recommendation for repairing. Sealing the dam-

age area will prolong the life of the factory applied coating by preventing 

the moisture and environmental contaminates from reaching the metal 

substrate.

The areas to be touched up must be lightly scuffed to promote good 

adhesion of the TRINAR AQUA 2K fi nish. A fi ne grit sandpaper of at least 

220 grit is recommended. Lightly scuff the area and wipe with a clean 

Surface preparation for 
prepainted metal substrates
Before priming your factory-fi nished panels, great care must be taken to 

prepare the surface to be painted and to carefully assess the adhesion 

of this Akzo Nobel coating. The following four problem areas must be 

addressed before the repainting process can begin:

1.) Dirt and mildew
Dirt, loose chalk and mildew must be removed before repainting can 

begin. Mild solutions of biodegradable cleaner or household ammonia 

will aid in the removal of most dirt, and the following are recommended 

levels:

a.) One cup of Simple Green®, or other common non-toxic biode-

gradable cleaners, which contain less than 0.5% phosphate, dis-

solved into two gallons of warm water. NOTE: The use of detergents 

containing greater than 0.5% phosphate is not recommended for 

use in general cleaning. Never blend cleansers or detergents with 

bleach.

b.) One cup of household ammonia dissolved into fi ve gallons of water 

(room temperature).

Use a well-soaked cloth, sponge, or brush (with very soft bristles). A 

low-pressure spray washer may also be used. We do not recommend 

the use of scouring powders or industrial solvents since these agents 

may damage the fi lm. Solvent containing cleaners such as Fantastic®, 

however, are very effective and can be used without concern. If mildew 

or other fungal growth is a problem and cannot be removed as outlined 

above, household bleach mixed at a concentration of one cup of bleach 

to fi ve gallons of water, along with one cup of mild soap (e.g. Ivory®) to 

aid wetting, is recommended.

Heavier dirt accumulations, which must be addressed prior to repaint-

ing, may necessitate the use of a dilute solution of Spic and Span® (1 

cup into 5 gallons of warm water). NOTE: Detergent containing greater 

than 0.50% phosphate is recommended only as preparation prior to re-

painting. Do not use such detergents for routine cleaning. Always rinse 

the surface thoroughly to remove any of the agents used in the cleaning 

procedure. Residual cleaners left on the surface will damage the adhe-

sion of the newly applied paint system.

2.) Surface imperfections
Minor scratches, which have not left the metal substrate exposed, can 

be lightly sanded or buffed to create a smoother surface. Care must be 

taken, however, not to expose the metal substrate. Once this exposed 

condition exists, the likelihood for rusting is greatly increased. Should 

the metal substrate be observed during this operation, see the following 

paragraph.
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cloth to remove any dust or environmental contamination. A small, fi ne 

brush can be used to apply the TRINAR AQUA 2K to the damaged area. 

Blend in the coating with the surrounding area. For small scratches and 

nicks, the TRINAR AQUA 2K can be used without the addition of the 

catalyst. This will extent the air dry time.

TRINAR AQUA 2K preparation
Mix coating thoroughly before using. A mechanical mixer should be 

used. Improper mixing (such as hand mixing or stirring with a stick or 

spatula) may lead to improper color and gloss. If reduction is required 

for spray application, approximately one gallon of TRINAR AQUA 2K 

and CATALYST can be reduced with 8 ounces of distilled water, more 

reduction will change the rheology of the coating and change the fl ow 

characteristics. For brush or roller application, reduction is generally not 

needed. Please note however that this coating is not well suited for 

brush or roller application.

MIX RATIO: TRINAR AQUA 2K and CATALYST
MIX 14 parts by volume TRINAR AQUA 2K to 1 part by volume 

CUC3C54117, TRINAR AQUA Catalyst.

To achieve a uniform blend, we recommend that the catalyst be added 

to the TRINAR AQUA 2K under agitation. Mechanical mixing is recom-

mended, suffi cient mixing must occur for the catalyst to be activated.

TRINAR AQUA 2K application
After mixing thoroughly, the material has a 3 hour working potlife. 

After 3 hours the condition of blended material will have changed suf-

fi ciently to cause application issue. Additional reduction with water will 

not offset the increase in viscosity without destroying the rheology profi le 

of the coating.

For airless spray application, a 0.015 tip and 1,500 psi have been found 

to give a uniform wet fi lm. Depending upon color and application condi-

tions, two complete coats maybe required in order to achieve uniform 

color and gloss. Apply to a uniform dry fi lm thickness of 1.2 mils.

For HVLP application, the mix coating maybe reduced with up to 8% 

distilled water by volume to reduce the viscosity. Further reduction will 

dramatically effect the rheology and may lead to runs and sags in the 

applied fi lm.

Application precautions 
Apply only when air, surface and product temperatures are above 60ºF 

(13ºC) and surface temperature is at least 5ºF (3ºC) above the dew 

point. Application temperatures below 60ºF (13ºC) will cause poor adhe-

sion and lengthen the drying and curing time. Application temperatures 

above 95ºF (35ºC) may cause dry spray, uneven sheen appearance and 

poor adhesion. Do not apply to surfaces with temperatures of 100ºF 

(38ºC) or higher.

Perform no painting when the relative humidity is above 85% for 24 

hours before, during and after paint application. Ambient and substrate 

temperatures must be maintained for 24 hours before, during and after 

paint application. Avoid exterior painting late in the day when dew or 

condensations are likely to form or when rain is threatening. During the 

early stages of drying, the coating is sensitive to rain, dew, high humid-

ity and moisture condensation. Plan painting schedules to avoid these 

conditions during the fi rst 24 hours of curing.

Recoat
TRINAR AQUA 2K is recoatable after approximately 4 hours. Apply all 

coats within one week.

Handling
Although it is not recommended, TRINAR AQUA 2K can be handled 

after 48 hours. However, full cure requires a minimum of two weeks 

to air-dry. A longer period of time may be required if the ambient tem-

peratures are below 70˚F (21˚C). Because it is not fully cured (depending 

on ambient temperature) for approximately two weeks, any handling or 

packing of TRINAR AQUA 2K coated metal may result in damage to the 

fi lm if done before being properly cured. As a fi nal test, pencil hardness 

should be an F-2H per ASTM D 3363, to assure a full cure. Force dry-

ing can be used to shorten the cure time. A maximum of 180˚F (82˚C) 

is recommended.

Clean up
Use water or a water/butyl cellosolve blend to clean equipment.

U.S. EPA regulations
TRINAR  AQUA 2K as supplied meets or exceeds the U.S. Environmental 

Protection Agency established limits for volatile organic compounds in 

extreme high durability architectural coatings.

V.O.C. limit
140 grams per liter (0.3 pounds per gallon).

Appendix A - evaluating 
intercoat adhesion
1.) After properly cleaning the surface to be repainted, paint a 4” x 

4” area with the repaint material according to the manufacturer’s 

instruction. Allow to dry completely before proceeding.

2.) Use a utility knife to cut a two inch “X” into the repaint coating.

3.) Place a three inch strip of Scotch® 610 tape over the “X” and rub 

10 times with heavy pressure leaving a half inch of tape free for 

removal.

4.) Pull the tape back over itself at a 180º angle.

5.) Examine the tape and the building panel for any signs of paint 

removal.

If the tape removes more than 1/16” of the repaint material from 
the “X” cut, the intercoat adhesion is inadequate.

4 AkzoNobel’s Water-Based Epoxy Maintenance Coat, CWA9C32800 / 

CGW9C32796 or equivalent primer designed for adhesion to galva-

nized steel.

1 SSPC-SP2 – Hand Tool Cleaning
Hand Tool Cleaning removes all loose mill scale, loose rust and other 

detrimental foreign matter. It is not intended that adherent mill scale, 

rust, and paint be removed by this process. Mill scale, rust, and paint 

are considered adherent if they cannot be removed by lifting with a dull 

putty knife. Before hand tool cleaning, remove visible oil, grease, soluble 

welding residues, and salts by the methods outlined in SSPC-SP13. For 

complete instructions, refer to Steel Structures Paint Council Surface 

Preparation Specifi cation No. 2.

2 SSPC-SP7  - Brush-Off Blast Cleaning
A Brush-Off Blast Cleaned surface when examined without magnifi cation, 

shall be free of all visible oil, grease, dirt, dust, loose mill scale, loose rust, 

and loose paint. Tightly adherent mill scale, rust, and paint may remain 

on the surface. Mill scale, rust, and coating are considered adherent if 

they cannot be removed by lifting with a dull putty knife. Before blast 

cleaning, visible deposits of oil or grease shall be removed by any of 

the methods specifi ed in SSPC-SP13 or other agreed upon methods. 

For complete instructions, refer to Joint Surface Preparation Standard 

SSPC-SP7/NACE NO. 4.
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Silicone-modifi ed acrylic repaint fi nish

These guidelines are offered as a method to optimize the performance 

of the CERAM-A-CRYL II repaint fi nish. CERAM-A-CRYL II is recom-

mended for repainting non-corroded, weathered metal building panels. 

The coating system is comprised of a Silicone-modifi ed Acrylic coating, 

intended for use as two-coat material applied over factory prepainted 

panels.

CERAM-A-CRYL II is not designed to be used as a one-coat over bare 

metal, or on non-metal substrates such as wood, glass or plastics.

CERAM-A-CRYL II Coating is not recommended for application to ma-

sonry, PVC, fi berglass, concrete block, wood, and all other non-metallic 

substrates.

Surface preparation for bare 
metal substrates
Bare iron and steel: Minimum surface preparation is Hand Tool 

Cleaning per SSPC-SP2i. Remove all oils and grease from the surface 

by Solvent Cleaning per SSPC-SP1iii. Test for adequate adhesion per 

Appendix A.

Galvanized metal: Allow to weather a minimum of 6 months prior to 

coating. Solvent clean per SSPC-SP1iii. When weathering is not possible 

or the surface has been treated with chromates or silicates, fi rst solvent 

clean and apply the coating to a test area, allowing paint to dry one 

week before testing adhesion. If adhesion is poor, brush blasting per 

SSPC-SP7ii is necessary to remove these treatments. Rusty galvaniz-

ing requires a minimum of Hand Tool Cleaning per SSPC-SP2i. Test for 

adequate adhesion per Appendix A.

Aluminum: Because of the variety of aluminum compositions and treat-

ments (e.g., alodine and anodizing) available, users must test for adhe-

sion on their substrate before using. See Appendix A.

Surface preparation for 
prepainted metal substrates
Before painting your factory-fi nished building panels, great care must be 

taken to prepare the surface to be painted, and to carefully assess the 

adhesion of this AkzoNobel coating. The following four problem areas 

must be addressed before the repainting process can begin:

1.) Dirt and Mildew
Dirt, loose chalk and mildew must be removed before repainting can 

begin. Mild solutions of detergents or household ammonia will aid in the 

removal of most dirt, and the following are recommended levels:



used to protect the panels during fabrication and transit, and failure to 

remove this material will result in poor intercoat adhesion with resultant 

peeling or fl aking of the new coating. To remove this wax, it will be nec-

essary to lightly scuff the surface with a GRAY (not green) 3M Synthetic 

Steel Wool pad (equivalent to “000” steel wool) saturated with soapy 

water. A fi nal wipe and rinse should be done with clean water only, to 

remove any loose dust or soap fi lm.

Once this procedure is completed, perform the adhesion test in Appendix 

A to assure that acceptable adhesion is evident. If poor adhesion is still 

observed, repeat step #4.

It is imperative, of course, that the factory fi nish itself not be removed 

during this process. It is necessary to once again test the intercoat ad-

hesion according to Appendix A. If the test results still indicate poor 

intercoat adhesion, do not proceed! Contact your builder immediately.

CERAM-A-CRYL II preparation
Mix coating thoroughly before using. A mechanical mixer should be 

used. Improper mixing (such as hand mixing or stirring with a stick or 

spatula) may lead too improper color or gloss. To reduce for spray, add 

approximately one gallon of EXP5050 Reducing Solvent (or parachloro-

benzotrifl uoride solvent) per three gallons of CERAM-A-CRYL II. More 

solvent may be needed, depending upon temperature and applica-

tion equipment. For brush or roller application, reduction generally is 

not needed. NOTE: This coating is not well suited for brush or roller 

application.

CERAM-A-CRYL II application
After mixing thoroughly, the material is ready to apply. For airless spray 

application, a 0.015” tip and 1,500 psi have been found to give a uni-

form wet fi lm. Apply a uniform coat of 1.2 mils dry fi lm thickness, mini-

mum. Depending upon color and application conditions, two complete 

coats may be required in order to achieve uniform color and gloss.

Application precautions:
Apply only when air, surface and product temperatures are above 50ºF 

(10ºC) and surface temperature is at least 5ºF (3ºC) above the dew point. 

Application temperatures below 50ºF (10ºC) may cause poor adhesion 

and lengthen the drying and curing time. Application temperatures 

above 95ºF (35ºC) may cause dry spray, uneven appearance and poor 

adhesion. Do not apply to surfaces at temperatures of 120ºF (71ºC) or 

higher.

Avoid exterior painting late in the day when dew or condensation are 

likely to form or when rain is threatening. During the early stages of 

drying, the coating is sensitive to rain, dew, high humidity and moisture 

condensation. Plan painting schedules to avoid these conditions during 

the fi rst 16-24 hours of curing.

a.) One cup of Tide, or other common household laundry detergents, 

which contain less than 0.5% phosphate, dissolved into fi ve gal-

lons of warm water. NOTE: The use of detergents containing great-

er than 0.5% phosphate is not recommended for use in general 

cleaning. Never blend cleansers or detergents with bleach.

b.) One cup of household ammonia dissolved into fi ve gallons of water 

(room temperature).

Use a well-soaked cloth, sponge, or brush (with very soft bristles). A 

low-pressure spray washer may also be used. We do not recommend 

the use of scouring powders or industrial solvents since these agents 

may damage the fi lm. Solvent-containing cleaners such as Fantastic®, 

however, are very effective and can be used without concern. If mildew 

or other fungal growth is a problem and cannot be removed as outlined 

above, household bleach-mixed at a concentration of one cup of bleach 

to fi ve gallons of water, along with one cup of a mild soap (e.g., Ivory®) 

to aid wetting, is recommended.

Heavier dirt accumulations which must be addressed prior to repainting 

may necessitate the use of a dilute solution of Spic and Span® (1 cup 

into 5 gallons of warm water). NOTE: Detergent containing greater than 

0.5% phosphate is recommended only as a preparation prior to repaint-

ing. Do not use such detergents for routine cleaning. Always rinse the 

surface thoroughly to remove any of the agents used in the cleaning 

procedure. Residual cleaners left on the surface will damage the adhe-

sion of the newly applied paint system.

2.) Surface Imperfections
Minor scratches, which have not left the metal substrate exposed, can 

be lightly sanded or buffed to create a smoother surface. Care must be 

taken, however, not to expose the metal substrate. Once this exposed 

condition exists, the likelihood for rusting is greatly increased. Should 

the metal substrate be observed during this operation, see the following 

paragraph.

3.) Exposed Metal and Rust
Exposed metal minimum surface preparation is Hand Tool Cleaning per 

SSPC-SP2i and use of a primer specifi cally designed to protect any 

exposed galvanized steel metal from corrosion1. Care must be taken, 

however, not to destroy the galvanized surface. Before priming the metal 

building panel, test for adequate intercoat adhesion (see Appendix A). 

Allow suffi cient time for the primer to dry before applying the topcoat.

For severely rusted building panels the recommended preparation 

is SSPC-SP7ii – Brush-Off Blast Cleaning. AkzoNobel’s Water-Based 

Epoxy Maintenance Coat, or a maintenance primer designed for use on 

hot-dipped galvanize steel, is recommended to protect the metal build-

ing panel from further rusting.

4.) Additional Preparation Required for New Building Panels
There may still be a layer of factory-applied wax on the surface of the 

building if it has been installed within the last two years. This material is 

2



Recoat
CERAM-A-CRYL II is recoatable after approximately 4 hours. Apply all 

coats within one month.

Clean-up
Use EXP5050 Reducing Solvent to clean equipment.

U.S. EPA regulations
CERAM-A-CRYL II as supplied and reduced with the recommended 

EXP5050 Reducing Solvent meets or exceeds the U.S. Environmental 

Protection Agency established limits for volatile organic compounds in 

architectural coatings.

V.O.C. limit
420 grams per liter (3.5 pounds per gallon).

Appendix A - evaluating 
intercoat adhesion
1.) After properly cleaning the surface to be repainted, paint a 4” x 

4” area with the repaint material according to the manufacturer’s 

instruction. Allow to dry completely before proceeding.

2.) Use a utility knife to cut a two inch “X” into the repaint coating.

3.) Place a three inch strip of Scotch® 610 tape over the “X” and rub 

10 times with heavy pressure leaving a half inch of tape free for 

removal.

4.) Pull the tape back over itself at a 180º angle.

5.) Examine the tape and the building panel for any signs of paint 

removal.

If the tape removes more than 1/16” of the repaint material from 
the “x” cut, the intercoat adhesion is inadequate.

1 AkzoNobel’s Water-Based Epoxy Maintenance Coat, WA9C32800 / 

GW9C32796 or equivalent primer designed for adhesion to galvanized 

steel.

i SSPC-SP2 – Hand Tool Cleaning
Hand Tool Cleaning removes all loose mill scale, loose rust and other 

detrimental foreign matter. It is not intended that adherent mill scale, 

rust, and paint be removed by this process. Mill scale, rust and paint 

are considered adherent if they cannot be removed by lifting with a dull 

putty knife. Before hand tool cleaning, remove visible oil, grease, soluble 

welding residues, and salts by the methods outlined in SSPC-SP1iii. For 

complete instructions, refer to Steel Structures Paint Council Surface 

Preparation Specifi cation No. 2

ii SSPC-SP7  - Brush-Off Blast Cleaning
A Brush-Off Blast Cleaned surface when examined without magnifi cation, 

shall be free of all visible oil, grease, dirt, dust, loose mill scale, loose rust, 

and loose paint. Tightly adherent mill scale, rust, and paint may remain 

on the surface. Mill scale, rust, and coating are considered adherent if 

they cannot be removed by lifting with a dull putty knife. Before blast 

cleaning, visible deposits of oil or grease shall be removed by any of 

the methods specifi ed in SSPC-SP1iii or other agreed upon methods. 

For complete instructions, refer to Joint Surface Preparation Standard 

SSPC-SP7/NACE NO. 4.

iii SSPC-SP1 – Solvent Cleaning
Solvent Cleaning is a method for removing all visible oil, grease, soil, 

drawing and cutting compounds, and other soluble contaminants. 

Solvent cleaning does not remove rust or mill scale. Change rags and 

cleaning solution frequently so that deposits of oil and grease are not 

spread over additional areas in the cleaning process. Be sure to allow 

adequate ventilation. For complete instructions, refer to Steel Structures 

Paint Council Surface Preparation Specifi cation No. 1.
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Silicone-modifi ed acrylic repaint fi nish

These guidelines are offered as a method to optimize the performance 

of the CERAM-A-CRYL III repaint fi nish. CERAM-A-CRYL III is recom-

mended for repainting non-corroded, weathered metal building panels. 

The coating system is comprised of a Silicone-modifi ed Acrylic coating, 

intended for use as two-coat material applied over factory prepainted 

panels.

CERAM-A-CRYL III is not designed to be used as a one-coat over bare 

metal, or on non-metal substrates such as wood, glass or plastics.

CERAM-A-CRYL III Coating is not recommended for application to ma-

sonry, PVC, fi berglass, concrete block, wood, and all other non-metallic 

substrates.

Surface preparation for bare 
metal substrates
Bare iron and steel: Minimum surface preparation is Hand Tool 

Cleaning per SSPC-SP2i. Remove all oils and grease from the surface 

by Solvent Cleaning per SSPC-SP1iii. Test for adequate adhesion per 

Appendix A.

Galvanized metal: Allow to weather a minimum of 6 months prior to 

coating. Solvent clean per SSPC-SP1iii. When weathering is not possible 

or the surface has been treated with chromates or silicates, fi rst solvent 

clean and apply the coating to a test area, allowing paint to dry one 

week before testing adhesion. If adhesion is poor, brush blasting per 

SSPC-SP7ii is necessary to remove these treatments. Rusty galvaniz-

ing requires a minimum of Hand Tool Cleaning per SSPC-SP2i. Test for 

adequate adhesion per Appendix A.

Aluminum: Because of the variety of aluminum compositions and treat-

ments (e.g., alodine and anodizing) available, users must test for adhe-

sion on their substrate before using. See Appendix A.

Surface preparation for 
prepainted metal substrates
Before painting your factory-fi nished building panels, great care must be 

taken to prepare the surface to be painted, and to carefully assess the 

adhesion of this AkzoNobel coating. The following four problem areas 

must be addressed before the repainting process can begin:

1.) Dirt and Mildew
Dirt, loose chalk and mildew must be removed before repainting can 

begin. Mild solutions of detergents or household ammonia will aid in the 

removal of most dirt, and the following are recommended levels:



used to protect the panels during fabrication and transit, and failure to 

remove this material will result in poor intercoat adhesion with resultant 

peeling or fl aking of the new coating. To remove this wax, it will be nec-

essary to lightly scuff the surface with a GRAY (not green) 3M Synthetic 

Steel Wool pad (equivalent to “000” steel wool) saturated with soapy 

water. A fi nal wipe and rinse should be done with clean water only, to 

remove any loose dust or soap fi lm.

Once this procedure is completed, perform the adhesion test in Appendix 

A to assure that acceptable adhesion is evident. If poor adhesion is still 

observed, repeat step #4.

It is imperative, of course, that the factory fi nish itself not be removed 

during this process. It is necessary to once again test the intercoat ad-

hesion according to Appendix A. If the test results still indicate poor 

intercoat adhesion, do not proceed! Contact your builder immediately.

CERAM-A-CRYL III preparation
Mix coating thoroughly before using. A mechanical mixer should be 

used. Improper mixing (such as hand mixing or stirring with a stick or 

spatula) may lead too improper color or gloss. To reduce for spray, add 

approximately one gallon of Xylene or Methyl Ethyl Ketone per two gal-

lons of CERAM-A-CRYL III. More solvent may be needed, depending 

upon temperature and application equipment. For brush or roller appli-

cation, reduction generally is not needed. NOTE: This coating is not well 

suited for brush or roller application.

CERAM-A-CRYL III application
After mixing thoroughly, the material is ready to apply. For airless spray 

application, a 0.015” tip and 1,500 psi have been found to give a uni-

form wet fi lm. Apply a uniform coat of 1.2 mils dry fi lm thickness, mini-

mum. Depending upon color and application conditions, two complete 

coats may be required in order to achieve uniform color and gloss.

Application precautions:
Apply only when air, surface and product temperatures are above 50ºF 

(10ºC) and surface temperature is at least 5ºF (3ºC) above the dew point. 

Application temperatures below 50ºF (10ºC) may cause poor adhesion 

and lengthen the drying and curing time. Application temperatures 

above 95ºF (35ºC) may cause dry spray, uneven appearance and poor 

adhesion. Do not apply to surfaces at temperatures of 120ºF (71ºC) or 

higher.

Avoid exterior painting late in the day when dew or condensation are 

likely to form or when rain is threatening. During the early stages of 

drying, the coating is sensitive to rain, dew, high humidity and moisture 

condensation. Plan painting schedules to avoid these conditions during 

the fi rst 16-24 hours of curing.

a.) One cup of Tide, or other common household laundry detergents, 

which contain less than 0.5% phosphate, dissolved into fi ve gal-

lons of warm water. NOTE: The use of detergents containing great-

er than 0.5% phosphate is not recommended for use in general 

cleaning. Never blend cleansers or detergents with bleach.

b.) One cup of household ammonia dissolved into fi ve gallons of water 

(room temperature).

Use a well-soaked cloth, sponge, or brush (with very soft bristles). A 

low-pressure spray washer may also be used. We do not recommend 

the use of scouring powders or industrial solvents since these agents 

may damage the fi lm. Solvent-containing cleaners such as Fantastic®, 

however, are very effective and can be used without concern. If mildew 

or other fungal growth is a problem and cannot be removed as outlined 

above, household bleach-mixed at a concentration of one cup of bleach 

to fi ve gallons of water, along with one cup of a mild soap (e.g., Ivory®) 

to aid wetting, is recommended.

Heavier dirt accumulations which must be addressed prior to repainting 

may necessitate the use of a dilute solution of Spic and Span® (1 cup 

into 5 gallons of warm water). NOTE: Detergent containing greater than 

0.5% phosphate is recommended only as a preparation prior to repaint-

ing. Do not use such detergents for routine cleaning. Always rinse the 

surface thoroughly to remove any of the agents used in the cleaning 

procedure. Residual cleaners left on the surface will damage the adhe-

sion of the newly applied paint system.

2.) Surface Imperfections
Minor scratches, which have not left the metal substrate exposed, can 

be lightly sanded or buffed to create a smoother surface. Care must be 

taken, however, not to expose the metal substrate. Once this exposed 

condition exists, the likelihood for rusting is greatly increased. Should 

the metal substrate be observed during this operation, see the following 

paragraph.

3.) Exposed Metal and Rust
Exposed metal minimum surface preparation is Hand Tool Cleaning per 

SSPC-SP2i and use of a primer specifi cally designed to protect any 

exposed galvanized steel metal from corrosion1. Care must be taken, 

however, not to destroy the galvanized surface. Before priming the metal 

building panel, test for adequate intercoat adhesion (see Appendix A). 

Allow suffi cient time for the primer to dry before applying the topcoat.

For severely rusted building panels the recommended preparation 

is SSPC-SP7ii – Brush-Off Blast Cleaning. AkzoNobel’s Water-Based 

Epoxy Maintenance Coat, or a maintenance primer designed for use on 

hot-dipped galvanize steel, is recommended to protect the metal build-

ing panel from further rusting.

4.) Additional Preparation Required for New Building Panels
There may still be a layer of factory-applied wax on the surface of the 

building if it has been installed within the last two years. This material is 
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Recoat
CERAM-A-CRYL III is recoatable after approximately 4 hours. Apply all 

coats within one month.

Clean-up
Use Xylene or Methyl Ethyl Ketone solvent to clean equipment.

V.O.C. limit
600 grams per liter (5.0 pounds per gallon).

Appendix A - evaluating 
intercoat adhesion
1.) After properly cleaning the surface to be repainted, paint a 4” x 

4” area with the repaint material according to the manufacturer’s 

instruction. Allow to dry completely before proceeding.

2.) Use a utility knife to cut a two inch “X” into the repaint coating.

3.) Place a three inch strip of Scotch® 610 tape over the “X” and rub 

10 times with heavy pressure leaving a half inch of tape free for 

removal.

4.) Pull the tape back over itself at a 180º angle.

5.) Examine the tape and the building panel for any signs of paint 

removal.

If the tape removes more than 1/16” of the repaint material from 
the “x” cut, the intercoat adhesion is inadequate.

1 AkzoNobel’s Water-Based Epoxy Maintenance Coat, CWA9C32800 / 

CGW9C32796 or equivalent primer designed for adhesion to galva-

nized steel.

i SSPC-SP2 – Hand Tool Cleaning
Hand Tool Cleaning removes all loose mill scale, loose rust and other 

detrimental foreign matter. It is not intended that adherent mill scale, 

rust, and paint be removed by this process. Mill scale, rust and paint 

are considered adherent if they cannot be removed by lifting with a dull 

putty knife. Before hand tool cleaning, remove visible oil, grease, soluble 

welding residues, and salts by the methods outlined in SSPC-SP1iii. For 

complete instructions, refer to Steel Structures Paint Council Surface 

Preparation Specifi cation No. 2

ii SSPC-SP7  - Brush-Off Blast Cleaning
A Brush-Off Blast Cleaned surface when examined without magnifi cation, 

shall be free of all visible oil, grease, dirt, dust, loose mill scale, loose rust, 

and loose paint. Tightly adherent mill scale, rust, and paint may remain 

on the surface. Mill scale, rust, and coating are considered adherent if 

they cannot be removed by lifting with a dull putty knife. Before blast 

cleaning, visible deposits of oil or grease shall be removed by any of 

the methods specifi ed in SSPC-SP1iii or other agreed upon methods. 

For complete instructions, refer to Joint Surface Preparation Standard 

SSPC-SP7/NACE NO. 4.

iii SSPC-SP1 – Solvent Cleaning
Solvent Cleaning is a method for removing all visible oil, grease, soil, 

drawing and cutting compounds, and other soluble contaminants. 

Solvent cleaning does not remove rust or mill scale. Change rags and 

cleaning solution frequently so that deposits of oil and grease are not 

spread over additional areas in the cleaning process. Be sure to allow 

adequate ventilation. For complete instructions, refer to Steel Structures 

Paint Council Surface Preparation Specifi cation No. 1.
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Two part etching and passivating primer

Suuuiitaabbllee fforr mmmoosstt ssuubbsstrates, 
esppeeecciiallllyy sstteeeeeell aanndd aalluumminum, 
GRIPPP---GGAAARRDD WWWaaasshhpprriimmerr  offers 
excelleeenntt pprrootteccttiioonn aaggaaiinnsst 
corrosiooonn. 

For professssiioonnaal uusee ooonllyy. 

These guidelines are offered as a method to optimize the performance 

of GRIP-GARD Washprimer. GRIP-GARD is recommended for priming 

degreased and sanded old fi nishes, steel, aluminum and galvanized 

steel. It is a two-part self etching primer that has excellent adhesive 

properties when used on a variety of metal substrates, even those still 

coated with old fi nishes.

GRIP-GARD is the most widely used primer in the sign industry today, 

and it's excellent protective qualities make it a natural fi t for use with 

either TRINAR® AQUA or CERAM-A-CRYL® topcoats. It provides the 

type of protection against rust and corrosion needed to guarantee your 

building will look great for years to come. 

Product and additives
The main product is GRIP-GARD Washprimer (2AFY31284), and the 

additive is GRIP-GARD Washprimer Hardener (10AFK31285).

Basic raw materials
The basic raw materials used in GRIP-GARD Washprimer are polyvinyl 

butyral resin, pigments and solvent. The raw materials used in GRIP-

GARD Washprimer Hardener are phosphoric acid and solvents.

Application
1.) Personal protective equipment
GRIP-GARD contains polyvinyl butyral resin, pigments and solvent. 

When mixed, it also contains phosphoric acid. Use of a NIOSH-

approved respirator and protective gloves is required.

2.) Surface preparation
For steel surfaces, degrease and sand using #80 grit paper dry. Remove 

any mill scale by sandblasting if necessary. For galvanized steel surfaces 

degrease and sand using #180 grit dry. For aluiminum surfaces degrease 

and use #120 - #180 grit dry. Degreasing can be accomplished with any 

commercially available wax and grease remover. Change cleaning and 

degreasing cloths often to insure contaminants are not reapplied to the 

surface to be painted.

3.) Mixing ratio, reaction time and pot life
Prepare GRIP-GARD by mixing in a 1:1 ratio of equal parts GRIP-GARD 

Washprimer and GRIP-GARD Washprimer Hardener. After mixing the 

material may be applied immediately with no reaction time required. 

Once the components have been mixed, the pot life is 3 days if in a 

plastic container. If it is mixed and stored in a metal container the pot 

life is 8 hours.
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Spraying viscosity
21 - 23 second #2 ZAHN at 70º F (20º C). Achieved by using measur-

ing stick #104. If additional reduction is necessaary to accommodate 

spray equipment, add 5 - 10% maximum of either Standard Reducer 

(10AHY31372) or Very Slow Reducer (10AHY32177). Do not add ad-

ditional GRIP-GARD Washprimer Hardener for thinning.

Application
Apply in 2 single coats, fl ash off 5 minutes between coats at 70º F (20º 

C). Allow second coat to dry for 30 minutes at 70º F (20º C) before 

applying top coat of TRINAR AQUA or CERAM-A-CRYL. GRIP-GARD 

Washprimer can be applied up to a relative humidity of 90 percent.

Sanding of GRIP-GARD Washprimer once applied is not recommend-

ed. Dry sanding, grinding, abrading, fl ame cutting and/or welding of the 

dry paint fi lm will produce hazardous dust and/or fumes. If sanding is 

necessary, wear suitable NIOSH/MSHA approved respirator to avoid in-

halation. Avoid all contact with airborne particles.

Film thickness and cover rate
Approximately 0.5 dry mil per single coat, with 1.0 dry mil required for 

both coats. When mixed and ready to spray GRIP-GARD Washprimer 

will cover 140 sq. ft. (35% T.E.) by conventional spray, and 255 sq. ft. 

(65% T.E.) by HVLP.

Cleaning of equipment
Lacquer thinner can be used for all clean up of GRIP-GARD Washprimer.

Storage
GRIP-GARD Washprimer and Washprimer Hardener are beige in color, 

and available in one gallon containers. The shelf life of both is one year 

if stored unopened at room temperature.

Safety notice
Do not handle until Material Safety Data Sheets have been read and un-

derstood. Regulations require that all employees be trained on Material 

Safety Data Sheets for all chemicals with which they come in contact. 

The manufacturer recommends the use of an air-supplied respirator 

equipped with a HEPA fi lter or air supplied respirator when exposed to 

vapors, spray mist, or sanding dust.

Disclaimer
The technical information and suggestions for use made herein are based 

on Akzo Nobel Coatings Inc. research and experience and are believed 

to be reliable, but such information does not constitute a warranty.

Since Akzo Nobel Coatings Inc. has no control over the conditions un-

der which this product is transported, stored, handled, used or applied, 

buyers must determine for themselves, by preliminary tests or otherwise 

the suitability of the products for their purpose.

For more information, please contact:

Akzo Nobel Coatings Inc.
5555 Spalding Drive
Norcross, GA 30092

800.618.1010

www.signfinishes.com

www.akzonobel.com/ccna

AkzoNobel is a leading global paints and coatings 

company and a major producer of specialty 

chemicals. We supply industries and consumers 

worldwide with innovative products and are 

passionate about developing sustainable answers 

for our customers. Our portfolio includes well-

known brands such as Dulux, Sikkens, International 

and Eka. Headquartered in Amsterdam, the 

Netherlands, we are consistently ranked as 

one of the leaders in the area of sustainability. 

With operations in more than 80 countries, our 

50,000 people around the world are committed 

to delivering leading products and technologies 

to meet the growing demands of our fast-

changing world.

© 2014 Akzo Nobel NV. All rights reserved.

GRIP-GARD, TRINAR and CERAM-A-CRYL are 

registered trademarks of an Akzo Nobel company

Revision Date: September 2014







®

Two part etching and passivating primer

Suuuiittaabbllee ffoorrr mmmoosstt suubbsstrates, 
espppeeecciaalllyy stteeeeeel aandd aaluumminum, 
GRIPPP--GGAAARRDD WWWaaasshhpprrimmeerr 1K 
CF offeeerss eexxcceelllleeennt pprrootteeccttion 
against cccoorrroossiionnn.. 

For professssiioonnaal uuseee ooonllyy. 

These guidelines are offered as a method to optimize the performance 

of GRIP-GARD Washprimer 1K CF. GRIP-GARD is recommended for 

priming degreased and sanded old fi nishes, steel, aluminum and galva-

nized steel. It is a two-part self etching primer that has excellent adhe-

sive properties when used on a variety of metal substrates, even those 

still coated with old fi nishes.

GRIP-GARD is the most widely used primer in the sign industry today, 

and it's excellent protective qualities make it a natural fi t for use with 

either TRINAR® AQUA or CERAM-A-CRYL® topcoats. It provides the 

type of protection against rust and corrosion needed to guarantee your 

building will look great for years to come. 

Product and additives
The main product is GRIP-GARD Washprimer 1K CF (2AFY31284), and 

the additive is GRIP-GARD Washprimer Hardener (EXP2697).

Basic raw materials
The basic raw materials used in GRIP-GARD Washprimer 1K CF are 

polyvinyl butyral resin, pigments and solvent. The raw materials used in 

GRIP-GARD Washprimer Hardener are phosphoric acid and solvents.

Application
1.) Personal protective equipment
GRIP-GARD contains polyvinyl butyral resin, pigments and solvent. 

When mixed, it also contains phosphoric acid. Use of a NIOSH-

approved respirator and protective gloves is required.

2.) Surface preparation
For steel surfaces, degrease and sand using #80 grit paper dry. Remove 

any mill scale by sandblasting if necessary. For galvanized steel surfaces 

degrease and sand using #180 grit dry. For aluiminum surfaces degrease 

and use #120 - #180 grit dry. Degreasing can be accomplished with any 

commercially available wax and grease remover. Change cleaning and 

degreasing cloths often to insure contaminants are not reapplied to the 

surface to be painted.

3.) Mixing ratio, reaction time and pot life
Prepare GRIP-GARD by mixing in a 1:1 ratio of equal parts GRIP-GARD 

Washprimer 1K CF and GRIP-GARD Washprimer Hardener. After mixing 

the material may be applied immediately with no reaction time required. 
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Spraying viscosity
21 - 23 second #2 ZAHN at 70º F (20º C). Achieved by using measuring 

stick #104. If additional reduction is necessaary to accommodate spray 

equipment, add 5 - 10% maximum GRIP-GARD Washprimer Hardener 

(EXP2697) for thinning.

Application
Apply in 2 single coats, fl ash off 5 minutes between coats at 70º F (20º 

C). Allow second coat to dry for 30 minutes at 70º F (20º C) before 

applying top coat of TRINAR AQUA or CERAM-A-CRYL. GRIP-GARD 

Washprimer 1K CF can be applied up to a relative humidity of 90 percent.

Sanding of GRIP-GARD Washprimer 1K CF once applied is not recom-

mended. Dry sanding, grinding, abrading, fl ame cutting and/or welding 

of the dry paint fi lm will produce hazardous dust and/or fumes. If sand-

ing is necessary, wear suitable NIOSH/MSHA approved respirator to 

avoid inhalation. Avoid all contact with airborne particles.

Film thickness and cover rate
Approximately 0.5 dry mil per single coat, with 1.0 dry mil required for 

both coats. When mixed and ready to spray GRIP-GARD Washprimer 

1K CF will cover 140 sq. ft. (35% T.E.) by conventional spray, and 255 

sq. ft. (65% T.E.) by HVLP.

Cleaning of equipment
Lacquer thinner can be used for all clean up of GRIP-GARD Washprimer 

1K CF.

Storage
GRIP-GARD Washprimer 1K CF and Washprimer Hardener are beige in 

color, and available in one gallon containers. The shelf life of both is one 

year if stored unopened at room temperature.

Safety notice
Do not handle until Material Safety Data Sheets have been read and un-

derstood. Regulations require that all employees be trained on Material 

Safety Data Sheets for all chemicals with which they come in contact. 

The manufacturer recommends the use of an air-supplied respirator 

equipped with a HEPA fi lter or air supplied respirator when exposed to 

vapors, spray mist, or sanding dust.

Disclaimer
The technical information and suggestions for use made herein are based 

on Akzo Nobel Coatings Inc. research and experience and are believed 

to be reliable, but such information does not constitute a warranty.

Since Akzo Nobel Coatings Inc. has no control over the conditions un-

der which this product is transported, stored, handled, used or applied, 

buyers must determine for themselves, by preliminary tests or otherwise 

the suitability of the products for their purpose.

For more information, please contact:

Akzo Nobel Coatings Inc.
5555 Spalding Drive
Norcross, GA 30092

800.618.1010

www.signfinishes.com

www.akzonobel.com/ccna

AkzoNobel is a leading global paints and coatings 

company and a major producer of specialty 

chemicals. We supply industries and consumers 

worldwide with innovative products and are 

passionate about developing sustainable answers 

for our customers. Our portfolio includes well-

known brands such as Dulux, Sikkens, International 

and Eka. Headquartered in Amsterdam, the 

Netherlands, we are consistently ranked as 

one of the leaders in the area of sustainability. 

With operations in more than 80 countries, our 

50,000 people around the world are committed 

to delivering leading products and technologies 

to meet the growing demands of our fast-

changing world.

© 2014 Akzo Nobel NV. All rights reserved.

GRIP-GARD, TRINAR and CERAM-A-CRYL are 

registered trademarks of an Akzo Nobel company

Revision Date: September 2014







Applicccaaatiioonn guuiddeeellinness foor GGraay Tiecoat 
VA0C31116330 aandd ittsss ccattaalyysst, UCC0C31631, 
which arrreee ddessignneddd ttoo pproovviddee ooptimal 
adhesion ffforr TTRRINNAARRR®® AQQUUAA aandd
CERAM-AA---CCRRYYLL®® II.

For professiooonnaall uussee onnlyy. 

These guidelines are offered as a method to optimize the perfor-

mance of the Gray Tiecoat. VA0C31630 Gray Tiecoat and its catalyst, 

UC0C31631, are designed to provide optimum adhesion to newly 

erected metal building panels, and are intended to be topcoated with 

AkzoNobel's TRINAR AQUA or CERAM-A-CRYL topcoats.

Certain factory-applied fl uorocarbon fi nishes, such as AkzoNobel's 

TRINAR  and silicone-polyester fi nishes, such as CERAM-A-STAR® 

950 and 1050, are diffi cult to repaint successfully, especially when new-

ly-erected. Should you feel the need to repaint your building panels, 

great care must be taken to prepare the factory-applied surface and to 

carefully assess the adhesion between this well-prepared surface and 

the repaint coating.

These products are not intended for use over non-metal substrates 

such as wood, glass, and plastics.

Surface preparation for 
prepainted metal substrates
Before applying the Gray Tiecoat to your factory-fi nished building pan-

els, great care must be taken to prepare the surface to be painted, 

and to carefully assess the adhesion of this AkzoNobel coating. The 

following four problem areas must be addressed before the repainting 

process can begin:

1.) Dirt and mildew
Dirt, loose chalk and mildew must be removed before repainting can 

begin. Mild solutions of biodegradable cleaners or household ammonia 

will aid in the removal of most dirt, and the following are recommended 

levels:

a.) One cup of Simple Green®, or other common non-toxic, biode-

gradable cleaners, which contain less than 0.5% phosphate, dis-

solved into two gallons of warm water. NOTE: The use of detergents 

containing greater than 0.5% phosphate is not recommended for 

use in general cleaning. Never blend cleaners or detergents with 

bleach.

b.) One cup of household ammonia dissolved into fi ve gallons of water 

(room temperature).

Use a well-soaked cloth, sponge, brush (with very soft bristles). A low-

pressure spray washer may also be used. We do not recommend the 

use of scouring powders or industrial solvents since these agents may 

damage the fi lm. Solvent-containing cleaners such as Fantastic®, how-

ever, are very effective and can be used without concern. If mildew or 

other fungal growth is a problem and cannot be removed as outlined 

VA0C31630 and UC0C31631S - two component system for
application over pre-painted and bare metal substrates



Gray Tiecoat VA0C31630 
preparation
After the building has been properly prepared, it must be coated within 

24 hours with AkzoNobel’s VA0C31630 and UC0C31631 Gray Tiecoat. 

The paint must be thoroughly mixed before using. Mechanical mixing is 

recommended to assure that no settling remains on the bottom of the 

container. To reduce the material for application: add one part (by vol-

ume) UC0C31631 CATALYST to four parts (by volume) of VA0C31630 

GRAY TIECOAT, and mix thoroughly. This blend should then be re-

duced to spray application with either EXP5050 Reducing Solvent2 or 

Acetone.

 

EXP5050 Reducing Solvent must be added under agitation.  
Failure to do so will result in possible gellation of the paint.

Acetone is not recommended if the air temperature is higher than 70ºF 

(21ºC) or the metal surface temperature is greater than 80ºF (27ºC). The 

reduction is approximately two parts (by volume) Tiecoat mixture to one 

part (by volume) EXP5050 for spray application.

Tiecoat application
The surface must be completely dry prior to painting. Painting should 

not be done in the early morning when dew is present. Avoid painting at 

temperatures below 50ºF (10ºC). Apply a uniform coat of 0.25 mils dry 

fi lm thickness. Note: Due to the very thin fi lms required, under normal 

conditions the Tiecoat does not provide complete hiding of the surface.  

Excessive fi lm thickness can result in runs and sags in the fi nish, and 

will affect the fi nal appearance and adhesion. Allow a MINIMUM of two 

hours before painting over the Tiecoat.

Note:  After the Gray Tiecoat and the Catalyst are mixed, the 
Tiecoat has a usable pot life of eight hours. After eight hours, 
the mixture is still a thin liquid, but the reactivity has diminished 
and will negatively affect adhesion. Do not use material more 
than eight hours old.

Application precautions
Application temperatures below 50ºF (10ºC) may cause poor adhe-

sion and lengthen the drying and curing time. Application temperatures 

above 95ºF (35ºC) may cause dry spray, uneven appearance and poor 

adhesion. Avoid painting in direct sunlight on days when the air tem-

perature exceeds 90ºF (32ºC). Do not apply to surfaces at temperatures 

of 120ºF (71ºC) or higher.

The Gray Tiecoat is recoatable after approximately 2 hours. Apply all 

coats within one week.

above, household bleach-mixed at a concentration of one cup of bleach 

to fi ve gallons of water, along with one cup of a mild soap (e.g., Ivory) to 

aid wetting, is recommended.

Heavier dirt accumulations, which must be addressed prior to repainting 

may necessitate the use of a dilute solution of Spic and Span® (1 cup 

into 5 gallons of warm water). NOTE: Detergent containing greater than 

0.5% phosphate is recommended only as a preparation prior to repaint-

ing. Do not use such detergents for routine cleaning. Always rinse the 

surface thoroughly to remove any of the agents used in the cleaning 

procedure. Residual cleaners left on the surface will damage the adhe-

sion of the newly applied paint system.

2.) Surface imperfections
Minor scratches, which have not left the metal substrate exposed, can 

be lightly sanded or buffed to create a smoother surface. Care must be 

taken, however, not to expose the metal substrate. Once this exposed 

condition exists, the likelihood for rusting is greatly increased. Should 

the metal substrate be observed during this operation, see the following 

paragraph.

3.) Exposed metal and rust
Exposed metal minimum surface preparation is Hand Tool Cleaning per 

SSPC-SP2i and use of a primer specifi cally designed to protect any 

exposed galvanized steel metal from corrosion.1 Care must be taken, 

however, not to destroy the galvanized surface.  Allow suffi cient time for 

the primer to dry before applying the topcoat.

For severely rusted building panels the recommended preparation 

is SSPC-SP7ii – Brush-Off Blast Cleaning. AkzoNobel’s Water-Based 

Epoxy Maintenance Coat, or a maintenance primer designed for use on 

hot-dipped galvanize steel, is recommended to protect the metal build-

ing panel from further rusting.

4.) Additional preparation required for new building panels
There may still be a layer of factory-applied wax on the surface of the 

factory-applied fi nish if it has been installed within the last two year. This 

material is used to protect the panels during  fabrication and transit, 

and failure to remove this material will result in poor intercoat adhesion 

with resultant peeling or fl aking of the new coating. To remove this wax, 

it will be necessary to lightly scuff the surface with a GRAY (not green!) 

3M Synthetic Steel Wool pad (equivalent to “000” steel wool) saturated 

with soapy water. A fi nal wipe and rinse should be done with clean water 

only, to remove any loose dust or soap fi lm.

Once this procedure is completed, perform the adhesion test in Appendix 

A to assure that acceptable adhesion is evident. If poor adhesion is still 

observed, repeat step #4. It is imperative, of course, that the factory 

fi nish itself not be removed during this process. It is necessary to once 

again test the intercoat adhesion according to Appendix A. If the test 

results still indicate poor intercoat adhesion, do not proceed! Contact 

your builder immediately.

2



Coverage
Proper application of 0.25 mils dry fi lm will result in approximately 650-

700 square feet per gallon coverage, assuming no application loss. 

Coating loss up to 50% can result with some spray application equip-

ment and methods, and must be taken into consideration when calcu-

lating the amount of Tiecoat needed for the job.

Clean-up
Use EXP5050 Reducing Solvent blended with acetone or other ketone 

solvents to clean all equipment.  EXP5050 Reducing Solvent is not rec-

ommended as the sole cleaning solvent.

U.S. EPA regulations 
VA0C31630 Gray Tiecoat and UC0C31631 Catalyst, when mixed per 

the label instructions and thinned to the manufacturer’s maximum rec-

ommendation with nothing other than the recommended EXP5050 

Reducing Solvent or Acetone, meets the Environmental Protection 

Agency established limits for volatile organic compounds in architec-

tural coatings.

V.O.C. limit
450 grams per liter (3.8 pounds per gallon).

Appendix A - evaluating 
intercoat adhesion
1.) After properly cleaning the surface to be repainted, paint a 4” x 

4” area with the repaint material according to the manufacturer’s 

instruction. Allow to dry completely before proceeding.

2.) Use a utility knife to cut a two inch “X” into the repaint coating.

3.) Place a three inch strip of Scotch® 610 tape over the “X” and rub 

10 times with heavy pressure leaving a half inch of tape free for 

removal.

4.) Pull the tape back over itself at a 180º angle.

5.) Examine the tape and the building panel for any signs of paint 

removal.

If the tape removes more than 1/16” of the repaint material from 
the “x” cut, the intercoat adhesion is inadequate.

1 AkzoNobel’s Water-Based Epoxy Maintenance Coat, WA9C32800 / 

GW9C32796 or equivalent primer designed for adhesion to galvanized 

steel.
2 EXP5050 parachlorobenzotrifluoride.

i SSPC-SP2 – Hand Tool Cleaning
Hand Tool Cleaning removes all loose mill scale, loose rust and other 

detrimental foreign matter. It is not intended that adherent mill scale, 

rust, and paint be removed by this process. Mill scale, rust and paint 

are considered adherent if they cannot be removed by lifting with a dull 

putty knife. Before hand tool cleaning, remove visible oil, grease, soluble 

welding residues, and salts by the methods outlined in SSPC-SP1iii. For 

complete instructions, refer to Steel Structures Paint Council Surface 

Preparation Specifi cation No. 2

ii SSPC-SP7  - Brush-Off Blast Cleaning
A Brush-Off Blast Cleaned surface when examined without magnifi cation, 

shall be free of all visible oil, grease, dirt, dust, loose mill scale, loose rust, 

and loose paint. Tightly adherent mill scale, rust, and paint may remain 

on the surface. Mill scale, rust, and coating are considered adherent if 

they cannot be removed by lifting with a dull putty knife. Before blast 

cleaning, visible deposits of oil or grease shall be removed by any of 

the methods specifi ed in SSPC-SP1iii or other agreed upon methods. 

For complete instructions, refer to Joint Surface Preparation Standard 

SSPC-SP7/NACE NO. 4.

iii SSPC-SP1 – Solvent Cleaning
Solvent Cleaning is a method for removing all visible oil, grease, soil, 

drawing and cutting compounds, and other soluble contaminants. 

Solvent cleaning does not remove rust or mill scale. Change rags and 

cleaning solution frequently so that deposits of oil and grease are not 

spread over additional areas in the cleaning process. Be sure to allow 

adequate ventilation. For complete instructions, refer to Steel Structures 

Paint Council Surface Preparation Specifi cation No. 1.
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A two-component system for application over pre-painted and
bare metal substrates

Apppppplliiccaattiioonn ggguuiiddeelinness for
the WWWWaatteerr--BBaaassseedd EEppooxyy 
Mainnttteennaanncce CCCooaattinngg, wwwhhich is 
comprrriiisseedd ooff  WWWAAA99CC3322880000 and 
GW9C333222779966..

For professssiioonnaal uusee ooonllyy.

The following guidelines are offered as a method to optimize the perfor-

mance of the Water-Based Epoxy Maintenance Coating. This material 

may only be  used as a primer, and is intended to be recoated with 

AkzoNobel TRINAR® AQUA and CERAM-A-CRYL® topcoats.

This system is designed for use as a primer over prepainted metal sub-

strates and bare metal substrates. This product is not intended for use 

over non-metal substrates (e.g., wood, glass, and plastics).  

Surface preparation for bare 
metal substrates
Bare iron and steel: Minimum surface preparation is Hand Tool 

Cleaning per SSPC-SP2i. Remove all oils and grease from the surface 

by Solvent Cleaning per SSPC-SP1iii. Test for adequate adhesion per 

Appendix A.

Galvanized metal: Allow to weather a minimum of 6 months prior to 

coating. Solvent clean per SSPC-SP1iii. When weathering is not pos-

sible or the surface has been treated with chromates or silicates, fi rst 

solvent clean and apply the coating to a test area, allowing paint to dry 

one week before testing adhesion. If adhesion is poor, brush blasting 

per SSPC-SP7ii is necessary to remove these treatments. Rusty galva-

nizing requires a minimum of Hand Tool Cleaning per SSPC-SP2i. Test 

for adequate adhesion per Appendix A.

Aluminum: Because of the variety of aluminum compositions and treat-

ments (e.g., alodine and anodizing) available, users must test for adhe-

sion on their substrate before using. See Appendix A.

Non-metal Substrates: This Water-Based Epoxy Maintenance Coating 

is not recommended for application to masonry, PVC, fi berglass, con-

crete block, wood, and all other non-metallic substrates.

Surface preparation for 
prepainted metal substrates
Before priming your factory-fi nished building panels, great care must be 

taken to prepare the surface to be painted, and to carefully assess the 

adhesion of this AkzoNobel coating. The following four problem areas 

must be addressed before the repainting process can begin:

1.) Dirt and Mildew
Dirt, loose chalk and mildew must be removed before repainting can 

begin. Mild solutions of detergents or household ammonia will aid in the 

removal of most dirt, and the following are recommended levels:

a.) One cup of Tide®, or other common household laundry deter-

gents, which contain less than 0.5% phosphate, dissolved into fi ve 

gallons of warm water. NOTE: The use of detergents containing 

greater than 0.5% phosphate is not recommended for use in gen-

eral cleaning. Never blend cleansers or detergents with bleach.



Once this procedure is completed, perform the adhesion test in Appendix 

A to assure that acceptable adhesion is evident. If poor adhesion is still 

observed, repeat step #4.

It is imperative, of course, that the factory fi nish itself not be removed 

during this process. It is necessary to once again test the intercoat ad-

hesion according to Appendix A. If the test results still indicate poor 

intercoat adhesion, do not proceed! Contact your builder immediately.

Maintenance Coating 
preparation
Mix components thoroughly before blending. Due to the high viscos-

ity of both components, a mechanical mixer should be used. Improper 

mixing (such as hand mixing or stirring with a stick or spatula) may lead 

to improper cure.

The Water-Based Epoxy Maintenance Coating (WA9C32800 and 

GW9C32796) is a two-component system. To achieve the dry fi lm prop-

erties of this system the WA9C32800 Epoxy Maintenance Coating must 

be mixed four-to-one by volume with the GW9C32796 Epoxy Catalyst. 

The two components must be thoroughly mixed to a uniform consisten-

cy. After mixing, the mixture may be used immediately. Material below 

60 ºF (16 ºC) will require a one hour induction time. 

Maintenance Coating 
application
At the end of the appropriate induction time the material is ready to ap-

ply. The mixture may be applied by brush without further reduction. For 

spray application, a reduction of 12 parts of the Maintenance Coating 

mixture with one part water by volume has been found to give accept-

able atomization with airless spray equipment. Excessive reduction of 

material can affect fi lm build, appearance, and adhesion. As a starting 

point for airless spray application, a 0.015” tip and 1,500 p.s.i. has been 

found to give a uniform wet fi lm.

Uniform dry fi lms of 1.0 to 1.5 mils (wet fi lms of 3.0 to 4.5 mils) give 

excellent coverage of smooth, bare metal substrates and prepainted 

metal substrates. Metal substrates that have been blast cleaned may 

require a heavier coating to cover the metal surface profi le. For surfaces 

that have been blast cleaned, the maintenance coat must extend 1.0 

mil above the metal profi le. The application of heavy fi lms must be con-

trolled closely.

The orientation of the surface may require the use of two coats of the 

Maintenance Primer. A 24-hour drying period is recommended before 

application of a second coat. No painting should be done immediately 

after a rain or during foggy weather.

b.) One cup of household ammonia dissolved into fi ve gallons of water 

(room temperature).

Use a well-soaked cloth, sponge, or brush (with very soft bristles). A 

low-pressure spray washer may also be used. We do not recommend 

the use of scouring powders or industrial solvents since these agents 

may damage the fi lm. Solvent-containing cleaners such as Fantastic®, 

however, are very effective and can be used without concern. If mildew 

or other fungal growth is a problem and cannot be removed as outlined 

above, household bleach-mixed at a concentration of one cup of bleach 

to fi ve gallons of water, along with one cup of a mild soap (e.g., Ivory®) 

to aid wetting, is recommended.

Heavier dirt accumulations which must be addressed prior to repainting 

may necessitate the use of a dilute solution of Spic and Span® (1 cup 

into 5 gallons of warm water). NOTE: Detergent containing greater than 

0.5% phosphate is recommended only as a preparation prior to repaint-

ing. Do not use such detergents for routine cleaning. Always rinse the 

surface thoroughly to remove any of the agents used in the cleaning 

procedure. Residual cleaners left on the surface will damage the adhe-

sion of the newly applied paint system.

2.) Surface Imperfections
Minor scratches, which have not left the metal substrate exposed, can 

be lightly sanded or buffed to create a smoother surface. Care must be 

taken, however, not to expose the metal substrate. Once this exposed 

condition exists, the likelihood for rusting is greatly increased. Should 

the metal substrate be observed during this operation, see the following 

paragraph.

3.) Exposed Metal and Rust
Exposed metal must be treated to prevent rust from forming. To do 

so, sand the general area lightly and use the AkzoNobel Water-Based 

Maintenance Coating to protect any exposed substrate from corrosion. 

Before priming the entire building, however, test for adequate intercoat 

adhesion (see Appendix A). If either red or white rust is evident, scrape 

or brush away as much rust as possible and then sand lightly, removing 

ALL rust before priming. Care must be taken, however, not to remove 

the protective metallic layer.

4.) Additional Preparation Required for New Building Panels
There may still be a layer of factory-applied wax on the surface of the 

building panels if they have been installed within the last year. This ma-

terial is used to protect the panels during fabrication and transit, and 

failure to remove this material will result in poor intercoat adhesion with 

resultant peeling or fl aking of the new coating. To remove this wax, it 

will be necessary to lightly scuff the surface with a GRAY (not green) 3M 

Synthetic Steel Wool pad (equivalent to “000” steel wool) saturated with 

soapy water. A fi nal wipe and rinse should be done with clean water 

only, to remove any loose dust or soap fi lm.
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Potlife caution:
Discard the material six hours after the two components have been 

blended. Beyond six hours, fi lm hardness will be adversely affected.

Application precautions:
Apply only when air, surface and product temperatures are above 50 ºF 

(10 ºC), and surface temperature is at least 5 ºF (3 ºC) above the dew 

point. Application temperatures below 50 ºF may cause poor adhesion 

and lengthen the drying and curing time. Application temperature above 

95 ºF may cause dry spray, uneven sheen and poor adhesion. Relative 

Humidity in excess of 80% will lengthen the drying time.

Avoid exterior painting late in the day when dew or condensation is likely 

to form, or when rain is threatening. During the early stages of drying, 

the coating is sensitive to rain, dew, high humidity, and condensation. If 

possible, plan painting schedules to avoid these infl uences during the 

fi rst 16-24 hours of curing. Protect from freezing.

Recoat
Water-Based Epoxy Maintenance Coating (WA9C32800 and 

GW9C32796) is the approved coating for AkzoNobel’s TRINAR AQUA 

and CERAM-A-CRYL repaint fi nish systems. A minimum four hours 

air dry time is required before the application of the TRINAR AQUA or 

CERAM-A-CRYL fi nishes. Cold temperatures, minimal air movement, 

and high humidity will extend the air dry time required prior to recoating.

The recoat time for Water-Based Epoxy Maintenance Coating is from 

one to seven days. After seven days, the Maintenance Coating will re-

quire cleaning and a second coat of Maintenance Coating before ap-

plication of a fi nish coating.

Appendix A - evaluating 
intercoat adhesion
1.) After properly cleaning the surface to be repainted, paint a 4” x 

4” area with the repaint material according to the manufacturer’s 

instruction. Allow to dry completely before proceeding.

2.) Use a utility knife to cut a two inch “X” into the repaint coating.

3.) Place a three inch strip of Scotch® 610 tape over the “X” and rub 

10 times with heavy pressure leaving a half inch of tape free for 

removal.

4.) Pull the tape back over itself at a 180º angle.

5.) Examine the tape and the building panel for any signs of paint 

removal.

If the tape removes more than 1/16” of the repaint material from 
the “x” cut, the intercoat adhesion is inadequate.

i SSPC-SP2 – Hand Tool Cleaning
Hand Tool Cleaning removes all loose mill scale, loose rust and other 

detrimental foreign matter. It is not intended that adherent mill scale, 

rust, and paint be removed by this process. Mill scale, rust and paint 

are considered adherent if they cannot be removed by lifting with a dull 

putty knife. Before hand tool cleaning, remove visible oil, grease, soluble 

welding residues, and salts by the methods outlined in SSPC-SP1iii. For 

complete instructions, refer to Steel Structures Paint Council Surface 

Preparation Specifi cation No. 2

ii SSPC-SP7  - Brush-Off Blast Cleaning
A Brush-Off Blast Cleaned surface when examined without magnifi cation, 

shall be free of all visible oil, grease, dirt, dust, loose mill scale, loose rust, 

and loose paint. Tightly adherent mill scale, rust, and paint may remain 

on the surface. Mill scale, rust, and coating are considered adherent if 

they cannot be removed by lifting with a dull putty knife. Before blast 

cleaning, visible deposits of oil or grease shall be removed by any of 

the methods specifi ed in SSPC-SP1iii or other agreed upon methods. 

For complete instructions, refer to Joint Surface Preparation Standard 

SSPC-SP7/NACE NO. 4.

iii SSPC-SP1 – Solvent Cleaning
Solvent Cleaning is a method for removing all visible oil, grease, soil, 

drawing and cutting compounds, and other soluble contaminants. 

Solvent cleaning does not remove rust or mill scale. Change rags and 

cleaning solution frequently so that deposits of oil and grease are not 

spread over additional areas in the cleaning process. Be sure to allow 

adequate ventilation. For complete instructions, refer to Steel Structures 

Paint Council Surface Preparation Specifi cation No. 1.
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Finished Product Code 
Reference Chart

FIRST CHARACTER - is the technology
C – Coil and Extrusion

SECOND CHARACTER - Resin System
A – Acrylic
K – Fluoropolymer
P – Oil Free Polyester
R – Flex Polyester
S – Silicone Polyester
T – Silicone Acrylic
U – Urethane
V – Vinyl
W – Emulsion

THIRD CHARACTER - Color
A – Gray
B – Black
C – Clear
D – Gold
E – Orange or “E” in EXP Codes
G – Green
H – Cream, Beige, Ivory
K – Wrinkle
L – Blue, Turquoise
M – Silver Metallic
N – Brown
P – Maroon, Purple
R – Red
S – Bronze
T – Tan, Almond, Toast
W – White
Y – Yellow, Wheat
Z – Miscellaneous Color

FOURTH CHARACTER - Nominal Gloss Value 
0 – 0 to 9 gloss
1 – 10 to 19 gloss
2 – 20 to 29 gloss
3 – 30 to 39 gloss
4 – 40 to 49 gloss
5 – 50 to 59 gloss
6 – 60 to 69 gloss
7 – 70 to 79 gloss
8 – 80 + gloss
9 – NO SPECIFIED GLOSS RANGE
X – EXP Codes only

FIFTH CHARACTER - Application/Description 
A – Airless Spray
C – Conventional Spray
Q – ALUM-A-STAR® 50
S – Special
X – Extrusion Clear Coat required
T – Turbodisc
N – Non Warranted

NOTE: This information is furnished to assist in the 
identification of Extrusion products produced in 
Columbus, OH facility of AkzoNobel Coatings Inc.

Rev 03/18





Salesman:  __________________________________________

Date received:  _______________________________________

Date completed:  _____________________________________

Initiation review by:  _______________________________ on  _______________  (date)

Assigned to:  ____________________________________ on  _______________  (date)

Completion review by:  ____________________________ on  _______________  (date)

All applicator information must be provided along with a written request for warranty if a warranty is required. A minimum of 

eight painted pieces must be submitted for testing. Each piece should be 6" to 12" in length. Samples can be either cut from 

production material or must be pretreated and painted with the job on line.

Please send this completed form, plus testing parts, to:

 ATTN: Extrusion AAMA Testing

 Akzo Nobel Coatings Inc.

 1313 Windsor Ave.

 Columbus, OH 43211-2898

 Phone: 614.294.336

Testing standard:  2603  2604  2605

Quarterly samples:  March 15  June 15  September 15  December 15

Applicator:  _________________________________________________________  Contact: _______________________________

Address:  __________________________________________________________________________________________________

Product name:  _____________________________________________________________________________________________

Product code:  ______________________________________________________  Batch number: _________________________

Primer code:  _______________________________________________________  Batch number: _________________________

Clear code:  ________________________________________________________  Batch number: _________________________

Application date: ____________________________________________________

Pretreatment:    Chrome:  _____________________________________________  Chrome free: ___________________________

Cure time:  _________________________________________________________  Cure temp: _____________________________

Customer and job name:  _____________________________________________________________________________________

Address:  __________________________________________________________________________________________________

Notes / comments:  _________________________________________________________________________________________

___________________________________________________________________________________________________________

A complete AAMA testing report will be returned upon completion of testing along with a copy of this request.

 Return tested parts to applicator  Discard
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LWR Number:

AkzoNobel Use Only





Please send this completed form, plus color samples, to:

 ATTN: Extrusion Group

 Akzo Nobel Coatings Inc.

 1313 Windsor Ave.

 Columbus, OH 43211-2898

 Phone: 614.294.3361

If you have any questions, please contact your Sales Representative or the Extrusion Group at 614.294.3361

Customer:  _________________________________________________________________________________________________

Address:  __________________________________________________________________________________________________

City:  ______________________________________________________  State:  __________________  Zip:  _________________

Requested by:  _____________________________________________  Phone number:  _________________________________

Color code #:  ______________________________________________  Number of samples requested:  ___________________

Color code #:  ______________________________________________  Number of samples requested:  ___________________

Color code #:  ______________________________________________  Number of samples requested:  ___________________

Color code #:  ______________________________________________  Number of samples requested:  ___________________

Color code #:  ______________________________________________  Number of samples requested:  ___________________

End customer:  _____________________________________________________  Date:  _________________________________

Notes / comments:  _________________________________________________________________________________________

___________________________________________________________________________________________________________

___________________________________________________________________________________________________________
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Please send this completed form, plus color samples, to:

 ATTN: Extrusion Group

 Akzo Nobel Coatings Inc.

 1313 Windsor Ave.

 Columbus, OH 43211-2898

 Phone: 614.294.3361

If you have any questions, please contact your Sales Representative or the Extrusion Group at 614.294.3361

Customer / Coater:  __________________________________

Address:  __________________________________________________________________________________________________

Requested by:  ______________________________________

Phone number:  ______________________________________ Fax Number:  __________________________________________

E-mail: ______________________________________________

Project name: ________________________________________

Product type: AAMA 2605 (70% PVDF) AAMA 2604 (50% PVDF)

  Standard formulation (most common)  ALUM*A*STAR® 50 (2-coat solid colors)

  ULTRA formulation (lower VOC level - may  ALUM*A*Escent® 50 (2-coat pearlescents)

 be required by coater)  CERAM-A-STAR® E (2-coat solid colors)

  TRINAR® (2-coat solid colors)

  TRI-Escent® II (2-coat pearlescents) AAMA 2603

  TRINAR TEC (3-coat exotic colors with clear coat)  ACRA-BOND® ULTRA (acrylic)

  TRINAR TMC (3-coat metallic colors with clear coat)  POLYDURE® E (high soilds polyester)

  TRINAR AQUA (air dry system)

  Other:  ____________________________________________________________________________________

Quantity (gallons):  1-15     16-250     251+

Specifi cations

Color name:  _______________________________________________  Number of samples requested:  ___________________

Color match to:  Attached sample

  Chip in existing color book or product line:

 Manufacturer / Supplier name:  _______________________________________________________________

 Color name / code #:  _______________________________________________________________________

  Other:  ____________________________________________________________________________________

Gloss range:  _________________________

 Add KC3C50795 Bright Sparkle Clear Coat - mica clear for use over solid color TRINAR fi nishes

After match:  Return standard     Return 1/2 standard     Keep standard

Also need:  Product Data Sheet     Pricing     See attachments

Send additional samples to:  __________________________________________________________________________________

___________________________________________________________________________________________________________

Additional information:  _______________________________________________________________________________________

___________________________________________________________________________________________________________ 02
29
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of spray applied factory fi nished aluminum extrusions, panels and building products

Guidelineesss fforr kkeeepppingg yyoourr painted 
aluminumm suurffacceess ccleeaan aannd 
enhancinggg thhe loonggeeevvitty off thhe fi nish. 

Introduction
This information is specifi cally intended for maintenance of fi nishes 

applied to curtainwall, panels, storefronts, louvers, windows, doors and 

other miscellaneous aluminum building components.

AkzoNobel places an extreme level of importance on the proper 

care and cleaning of all fi nishes.  It is in the best interest of the entire 

building industry that not only the initial cleaning after installation, but 

all subsequent cleaning is done in a way which does not damage the 

fi nishes applied.

Whether the coating is TRINAR®, our 70% PVDF Superior Performance 

system or any of the other fi ne AkzoNobel bake fi nishes the unpredict-

ability of the environment or building service conditions generally make 

periodic cleaning necessary and desirable.

Using the procedures outlined in this guide will enhance the aesthetic 

appearance and service life of the coatings.  It is important to read this 

brochure thoroughly and completely before attempting to clean factory 

painted aluminum extrusions or panels.

Cleaning Painted Surfaces
Note: It is always recommended that you “test clean” a small 
“least conspicuous” area to ensure successful cleaning before 
proceeding on a large scale.

While factory-applied fi nishes for extrusions and curtainwall are so 

durable that they will last many years longer than ordinary paints, it 

is desirable to clean them thoroughly on a routine basis.  Over time, 

dirt-laden atmospheres or slight chalking, which is normal, may cause 

painted surfaces to appear dull or discolored.  A good cleaning will 

generally restore the appearance and render any other remedial action 

unnecessary.

Every 18 months, washing with a mild detergent as explained below, 

maintains the original appearance of the factory-applied coating.  Mild 

solutions of household soap and water will usually produce the desired 

results.  Either of the following two solutions is recommended:

A. One cup of Tide®, or other common non-abrasive detergent that 

contains less than 0.5% phosphate, dissolved into fi ve gallons of 

warm water.

B. One cup of household ammonia dissolved into fi ve gallons of room 

temperature water.

Note: The use of detergents containing greater than 0.5% 
phosphate is not recommended for general cleaning of painted 
metal surfaces.   NEVER BLEND STRONG CLEANSERS AND 
BLEACH.

AkzoNobel does not recommend the use of solvents, although solvents 

may be required at times to remove material that is not soluble in water, 

such as grease, tar, oil, paint or other materials.  Because these can 

affect the sealant and chalking, they should be used with caution to 

avoid staining of the painted surface and detrimental effects to the 

sealant or chalking.  

These are the preferred solvents to use when all other measures fail, and 

fall into the following two categories: 

Aliphatic solvents Alcohols
Mineral Spirits Isopropyl (rubbing alcohol)

VM&P Naphtha Denatured alcohol (ethanol)

Kerosene Methanol (wood alcohol)

Turpentine

All precautions on the appropriate Material Safety Data Sheets must be 

followed for the use of these solvents.  Check for other recommendations 

from AkzoNobel or from the metal supplier before proceeding with other 

solvents to clean the surface of the coating.



only.  This will usually remove the majority of surface contaminations, but 

will not “clean” the painted surface as effectively as mild soap solutions 

described above.

This “water-wash only” type of cleaning must be performed at least 

every 12 months and recorded.  If good records are kept by the building 

Maintenance Manager or Owner and made available to AkzoNobel 

upon request, this will serve to fulfi ll the Cleaning requirements of the 

AkzoNobel Warranty for Spray Applied TRINAR installations.  The 

absence of such records will void the Warranty.

Summary of General Cleaning 
Tips
A. Perform test cleaning on small area before full-scale cleaning 

begins.

B. Over-cleaning or excessive rubbing can damage the coating.

C. Solvents or cleaners can be too strong and may damage the sur-

face.  These can also affect the long-term durability, so the damage 

may not be readily or immediately apparent.

D. Do not use any abrasive cleaners, brushes, soiled cloths, soiled 

sponges, steel wool, etc. since these can wear and harm the 

fi nishes.

E. Avoid run-down, drips or splashes of the cleaners as much as pos-

sible.  Rinse these off as quickly as possible!  Never allow any solu-

tions to dry on the painted surface.

F. Avoid temperature extremes during cleaning.  Heat accelerates 

chemical reactions as well as evaporates water faster.  Extremely 

low temperatures may make the solutions less effective.

G. Do not use industrial strength cleaners or higher concentrations of 

the recommended cleaners.

H. Never use paint removers, aggressive alkaline, acid or abrasive 

cleaners.  Never use trisodium phosphate or cleaners that are 

highly alkaline or acidic.  Always check a small test surface in a 

remote area of the project to determine satisfactory results before 

proceeding with the complete job.

I. Consult with your metal supplier or the coating manufacturer be-

fore using solutions or cleaners not recommended in this docu-

ment.  Some products that look fi ne when checked with a spot test 

might adversely affect long-term durability that will not be evident 

for months or years. 

J. Consider the effect of any run-off of the cleaners on shrubbery, 

equipment or nearby personnel.

K. Keep all cloths, brushes and sponges free of any grit.  Rinse these 

frequently while cleaning.

Concrete spillage that has dried on the painted surface may be diffi cult 

to remove.  Any spillage must be removed within 24 hours; special 

measures or cleaners may be required to accomplish this task.  Diluted 

solutions of muriatic acid may aid in this task.  The muriatic acid (37% 

hydrochloric acid) must be diluted with a minimum of ten parts of water.  

This gives a solution of less than 4% hydrochloric acid.

Proper handling techniques must be followed when using this solution.  

This must not be allowed to dry on the painted surface.  Large quantities 

of clean water are required to rinse this solution completely from the 

painted surface.  A test area should always be done fi rst before cleaning 

any of the painted surfaces by any of the above chemical-cleaning 

agents.

Note: Neither the metal supplier nor the coating manufacturer 
are responsible for any damage that may be caused as a result 
of contact with the concrete, or as a result of the subsequent 
cleaning that is required. 

Work from top to bottom of the metal surface.  Use a well-soaked soft 

cloth, sponge, very soft bristle brush or low pressure spray washer using 

ambient temperature water.  Do not use scouring powders or industrial 

strength cleaners or solvents, since these chemical agents may damage 

the fi lm.  However, household cleaners containing small amounts of 

solvent, such as Fantastic®, may often be used successfully.

If mildew or other fungal growth is observed and cannot be removed 

with a soap solution as above, mix one gallon of household bleach in 

fi ve gallons of water along with one cup of mild soap (e.g. Ivory® liquid) 

to aid wetting.  Do not allow the cleaning solution to dry on the surface 

being cleaned, since this may result in damage to the surface of the 

coating.

The fi nal step of any cleaning procedure is a thorough clear water 

rinse to remove dirt and/or cleaning residue.  SUCH RESIDUES MAY 
DAMAGE THE PAINT FINISH.  The damage may not be readily 

apparent and can take months or years to show. 

It is recommended that you “test clean” a small area to be certain that 

satisfactory results are achieved with whatever solutions and procedures 

you have chosen before starting on the entire area or building.

In areas where relatively low amounts of airborne dirt and contamination 

exist, it is acceptable to simply perform the fi nal step listed above by 

using a properly adjusted power washer (non-heated) and clean water 
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www.akzonobel.com/ccna

AkzoNobel is a leading global paints and coatings company and a major 

producer of specialty chemicals. We supply industries and consumers 

worldwide with innovative products and are passionate about developing 

sustainable answers for our customers. Our portfolio includes well-known 

brands such as Dulux, Sikkens, International and Eka. Headquartered in 

Amsterdam, the Netherlands, we are consistently ranked as one of the leaders 

in the area of sustainability. With operations in more than 80 countries, our 

50,000 people around the world are committed to delivering leading products 

and technologies to meet the growing demands of our fast-changing world.

© 2014 Akzo Nobel NV. All rights reserved.

TRINAR is a registered trademark of an AkzoNobel company.

Revision Date: June 2014
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