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FOR LARGE TANKS 
 

INTRODUCTION Heatshield Special liquid coating is applied directly onto steel previously prepared 
to ISO 8501-1 or Swedish Standard Sa2½ minimum.   

  

 The material is applied by heated 2-component spray equipment in one or two 
coats, of total dry film thickness 750 microns minimum and regular checks 
should be carried out with a wet film gauge to ensure uniform application.  

  

 Allowances should be made for application losses due to surface irregularities. 
  

EQUIPMENT It is recommended that a GRACO heated 2:1 by volume HYDRACAT is used.  
This will be made up of a KING 2:1 plural component unit, two in-line paint 
heaters, two 10:1 President supply pumps, 50 foot ⅜ inch trace heated 
recirculating hose kit, one mixer manifold, one 12 inch long static mixer, a 25 
foot whip end with Graco Silver gun plus tip (21 to 35 thou) and tip guard.  
Filters should be removed from the base line. 

  

 Jacket heaters are needed to pre-heat the materials in their drums. 
  

 The maximum length of the ⅜ inch recirculating hose should be 100 foot.  
Above 100-foot use a ½ inch B.S.P. hose which should be heated.  This hose 
should be insulated to help maintain temperature. 

  
SURFACE 
PREPARATION 

The steel substrate is first prepared to ISO 8501-1 or Swedish Standard SA2½ 
to give a surface profile of 75 to 100 microns.  Soluble salts on the steel 
substrates must then be removed from the substrate down to a level of            
<10 µg/cm² using a solution of 2% Holdtight 102 solution in tap water (refer to 
the Holdtight 102 product data sheets nos. 1 and 2).  This is applied with a 
“Wap” type high pressure washing machine or equivalent at about 120 bar 
pressure.  The Holdtight 102 will remove soluble surface contaminants such as 
chlorides and sulphates and also stop flash rusting after the blast for 48 hours 
to 72 hours.   

  
 The Holdtight 102 leaves no residue and will be compatible with the Heatshield 

Special to be applied. 
  
 Soluble salts on the steel are tested for using an Elcometer 130 SCM400 salt 

contamination test kit.  Humidity must be maintained below 85% using 
dehumidifiers and the ambient temperature in the vessel to be coated must be 
maintained at 25 to 40°C during coating, spraying and inspection operations. 

APPLICATION  All welds, sharp edges and any other angle iron etc must first be stripe coated 
with Heatshield Special stripe coat grade. The material is packed in 1.5L 2-pack 
kits, pre-weighed in the correct mixing ratio. The stripe coat can be applied by 
brush between 400 and 700 microns wet film thickness and overcoating can 
begin after the material begins to get tacky (about 1 hour at 30ºC). 
 
The base materials should be pre-heated first, Part A 50°C and Part B to 40°C.  
Once pumping begins, the in-line heaters will bring the temperature up to 
spraying temperature.  Spraying can start when a temperature of Part A of 70°C 
is reached out of the heater and about 60°C on the return.  Typical size tips  



 
REF: AMSARHEATSHIELDSPECIALSGLT 09.12 

 
 

 
used are 31 thou.  Spray pressure 3000-3200 p.s.i. 

  
 The first litre or so should be sprayed to waste to allow the gun and whip-end to 

heat up.  The substrate temperature must be no less than 10°C. 
  
 Heatshield Special should be used firstly to coat all sharp edges, corners etc by 

brush.  This will help to ensure adequate coverage of these areas.  When the 
coating is tacky, the main coating should be applied.  If, however, the coating is 
dry, then the surface must be abraded with coarse sandpaper to give a 
mechanical key to the next coat.  When overcoating on to the cured material 
surface, care must be taken to abrade the leading edge up to 6 inch on the 
cured surface. 

  
 The Heatshield Special is a 100% solid (i.e. contains no solvent). The main 

coating should be applied in one or two coats to give a total dry film thickness of 
750 microns minimum.  The spray applicator should try to achieve a wet film 
thickness of 800 to 1000 microns in one coat.  The spray applicator must carry 
out regular wft tests with an Elcometer film thickness comb and then brushed 
out immediately.  The final dry film thickness must be checked with an 
electronic dry film thickness gauge in the presence of an inspector. 

  
 Note:  Experience has shown that it is necessary to pre-load the Hydracat spray 

machine and spray lines with a minimum of 25 litres Part A and 25 litres Part B 
before calculating the amount of material needed.  

  
 The material will not slump up to 1000 microns at 23°C if applied in one coat.  If 

2 coats are to be applied, allow the first coat to start to get tacky (3 to 4 hours at 
20°C or 6 to 8 hours at 10°C).  The material is hard dry after 12 hours at 20°C.  
If the first coat is allowed to dry hard, then the surface must be abraded with 
coarse sand paper to give a mechanical key to the next coat.  Any repairs or 
pinholes found during spark testing should be repaired with wet material.  After 
testing and repair of the top half of the vessel, then surface preparation and 
coating of the lower half is to be carried out. 

  
 Clean down tools and equipment using Protal Solvent № 55 or other suitable 

cleaning solvent.  Care should be taken not to contaminate the coating with the 
cleaning solvent. 

POST CURING Once the coating application is complete and the material applied at 800-1000 
microns minimum, then the coating should be left to cure for at least 48 hours at 
an ambient temperature of 10°C or above.  The coating is then post-cured in 
service. 

  
TESTING The dry film thickness of the complete coating should be measured with an 

electronic instrument suitably calibrated.  The lining should be examined for 
consistency of finish, lack of sags, runs, misses etc particularly at inaccessible 
areas of work. 

  
 The finished cured coating should be tested for holidays and pinholes using a 

spark detector.  A test voltage of 5kV at 1mm should be used. 
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Sufficient degree of cure (after the post cure process is complete) can be 
checked with hardness testing.  A shore D Durometer reading of at least 70 will 
be acceptable.  If this is not achieved, then the post cure process must be 
repeated. 

 


