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 An Equal Opportunity/Affirmative Action Employer 


 
 
 
 
 
 
 
 


January 5, 2012       
 
 
Craig Dietz 
Dupont Powder Coatings 
9800 Genard 
Houston, TX 
77041 
 
 
Ref: New Product Evaluation Status Letter 
 
Dear Craig 
 
This status letter is for the product evaluation listed below: 
 


Product Evaluation # Product Name Status 


1111002 Nap-Gard Green Rebar 7-2750 Approved 


 
 


This product is approved, and will be placed on the Nebraska Department of Roads – 
Approved Products List (APL). 


 
 


Sincerely 
 
Doug Churchwell 
Approved Products Coordinator 
Materials and Research Division 
Nebraska Department of Roads 


STATE OF NEBRASKA 
DEPARTMENT OF ROADS 


Monty W. Fredrickson, P.E., Director – State Engineer 
1500 Highway 2  PO Box 94759  Lincoln NE 68509-4759 


Phone (402) 471-4567  FAX (402) 479-4325  www.transportation.nebraska.gov 


Dave Heineman 
 Governor 


 








Technical Data Sheet 


Nap-Gard®


7-2750 Series  Green Rebar FBE  Revised: 14 February 2018 
DESCRIPTION  
Nap-Gard® Product No. 7-2750 Rebar Green FBE is a new generation thermosetting epoxy powder designed to coat reinforcing steel bar 
to provide corrosion protection, improved wet adhesion and provide lower temperature flexibility. This material is designed for application 
to straight bars that are subsequently bent and gives little cobwebbing when sprayed on multi-bar lines. It has been certified to meet 
requirements of ASTM A775/A775M – 07b by Independent testing labs.  Nap-Gard® Product No. 7-2750SG Rebar Green FBE is a spray 
grade and Nap-Gard® Product No. 7-2750FC Rebar Green FBE is a fast cure grade 


TYPICAL POWDER PROPERTIES
  


Color: 
Theoretical Coverage: 


7-2750
Green
154 Ft2/lb/mil


7-2750SG
Green
154 Ft2/lb/mil


7-2750FC
Green
154 Ft2/lb/mil


Specific Gravity: 1.25 ± .05 
Typical Gel Time: 
ASTM D3451-06 


@ 205°C (401°F) 
@ 238°C (460°F) 


6 - 8 seconds 
4 - 6 seconds 


15 – 22 seconds 
 8 – 12 seconds  


4 – 6 seconds 
2 – 4 seconds 


Shelf Life* @ 25°C (77°F) 6 months 12 months 6 months 
Transportation: The material is stable during transportation at temperatures below 25°C (77°F) and 50% RH. 


  
 TYPICAL PROPERTIES OF APPLIED FILM†
 Recommended Film 
Thickness  


ASTM A775/A775M – 07b: 8.1 7-12 mils


TEST / REQUIREMENT METHOD CRITERIA RESULT 
Flexibility  TM - 10.227 180º bend; 3.75” diameter 


pin: # 6 bar @ 23ºC 
180º bend; 3.75” diameter 
pin: # 6 bar @ 0ºC 


Pass, no cracking 


Pass, no cracking 


Adhesion ASTM D4541-09 Annex 
A1 


CSA Z245.20-14; Clause 
12.14 


Dry Adhesion 
Wet Adhesion - after 
exposure in RO water for 
48 hours @ 75ºC. 
Wet Adhesion - after 
exposure in RO water for 
72 hours @ 75ºC. 


Average - 5400 psi 
Average - 5100 psi 


Rating of 1, 1, 1 


Cathodic Disbondment CSA Z245.20-14; Clause 
12.18 


48 hours, 65 ºC, 1.5V, 3% 
NaCl  


Average - 3.7 mm 







TESTING OF COATING TO A775-17
A1.3.5 Flexibility  Bend #6 rebar/round 6 in. 


mandrel (10 mils) 
No cracking on outside 
radius 


A1.3.7 Abrasion Resistance  ASTM D4060-10 / CS17, 
1 Kg weight, 1000 cycles 


<100 mg removal per 1000 
cycles 


A1.3.8 Impact Test ASTM G14- 04 /9 Nm 
(80 in/lb) 


No cracking /shattering 
except @ impact area 


Pass, no cracking @ 24°C 


11.7mg average removal 


No cracking /shattering 


A1.3.2 Cathodic 
Disbondment 


7 days, 1.5V, 3%NaCl, 
23°C 


A1.3.3.3 Salt Spray - 800 h., ASTM B117-16 


<4.0 mm avg. Disbondment 3 mm avg. radial Disbondment 


<3.0 mm avg. Disbondment 2 mm avg. radial Disbondment 


A1.3.4 Chloride Permeability <1.0 X 1.0-4 moles/liter 
A1.3.6 Relative Bond 
Strength to Concrete 


ASTM A944-10 >85%


0.28 X 10 -4 moles/liter 
88% relative bond strength 


TESTING OF COATING TO ASTM A775-17
A1.3.1 Chemical Resistance ASTM G20-10 


46 days @ 24°C 
Holiday free: 
No blisters, softening, lose 
bond, nor develop holidays 
With intentional holidays: 
No blisters, softening, lose 
bond, develop holidays, nor 
exhibit undercutting around 
intentional holiday 


Passing all requirements 


Passing all requirements 


GENERAL APPLICATION PARAMETERS 
Surface Preparation: 
Clean the surface of the steel reinforcing bar by abrasive blast cleaning to a near white finish in accordance with SSPC-SP10 or to NACE #2. The cleaning shall remove all visual mill scale, rust and other foreign matter, and shall achieve a uniform anchor profile of 2.0-4.0 mils
over the surface of the bar. 
CURE SCHEDULE GUIDELINES 
Cure Specifications: Nap-Gard® 7-2750 Rebar Green FBE coating cures by residual heat. Pre-heat the bars to 425°F (218°C) to 463°F (239°C) [Depending on bar size]. Apply Nap-Gard® 7-2750 powder coating to the film thickness required by electrostatic spraying. Minimum time to quench is 30 seconds. ** Guideline booth exit temperatures for the 7-2750 coatings are as follows:o No. 3-6 bar 425°F- 435°F o No. 7-10 bar 415°F - 425°F o No. 11-18 bar 400°F - 415°F Inspect for damage and repair using an approved repair material listed below:o Nap-Gard® 7-1868 o Tnemec Series 66 – G4056 Hi-Build Epoxoline®







Always consult product Material Safety Data Sheet (SDS) prior to handling. 
 WARRANTY POLICY: Axalta Powder Coating Systems USA, Inc. (“Seller”) certifies that all coatings delivered to Customer in unopened factory filled containers meet all pertinent quality standards 
presented in Seller’s current published literature. Since matters of surface preparation, application procedures, curing procedures and other local factors that affect coating performance are beyond Seller’s control; Seller assumes no liability for coating failure other than to supply replacement material for coating material proven to be defective. Customer will determine suitability of this product 
for it use and thereby assumes all risks and liabilities in connection therewith. Seller will not be liable for any injuries, damages or other losses derived, directly or indirectly, from or as a consequence of Customer’s use of the product. SELLER DISCLAIMS ALL OTHER WARRANTIES, EXPRESS OR IMPLIED, RELATING TO ITS PRODUCTS AND THEIR APPLICATION, INCLUDING BUT
NOT LIMITED TO WARRANTIES OF MERCHANTABILITY AND FITNESS FOR PARTICULAR PURPOSES.
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Technical Data Sheet 


Nap-Gard® 7-2750FC Rebar Green FBE coating cures by residual heat.  Pre-heat the bars to 425°F (218°C) to 463°F (239°C) [Depending on bar size]. Apply Nap-Gard® 7-2750FC powder coating to the film thickness required by electrostatic spraying. Guideline for minimum time to quench as follow: ** o 20 seconds for booth exit temperature at 425°F- 435°Fo 15 seconds for booth exit temperature at 435°F- 445°Fo 10 seconds for booth exit temperature at 445°F- 463°F Inspect for damage and repair using an approved repair material listed below:o Nap-Gard® 7-1868 o Tnemec Series 66 – G4056 Hi-Build Epoxoline®
 Nap-Gard® 7-2750SG Rebar Green FBE coating cures  Pre-heat the bars to 350°F (177°C) to 463°F (239°C). Apply Nap-Gard® 7-2750SG powder coating to the film thickness required by electrostatic spraying. Follow recommend cure schedule (see below)**. Cure should be verified by DSC or other methods. Inspect for damage and repair using an approved repair material listed below:o Nap-Gard® 7-1868 o Tnemec Series 66 – G4056 Hi-Build Epoxoline®


 Application Minimum PostTemperature    Cure Time 
 177°C (350°F)                    10 minutes 
204°C (400°F) 7 minutes232°C (450°F) 4 minutes


 


 **CAUTION - Time to quench will vary with application parameters and rebar sizes. Therefore, the above information shall be used only as a guideline by the applicator to develop proper time to 
quench. Cure should be verified by DSC or other methods. 


 












3/21/2018 Approved Products List - Nebraska Department of Transportation


http://dot.nebraska.gov/business-center/materials/approved-products/ 1/2


Select your category from the list
 


Paint Systems/Primers


Paint Systems - New Structural Steel


 


Or
Search all approved
products
 


Manufacturer
Name


Product
Name


Product
Category Material


Name
Updated
Date


Effective
Date


Expiration
Date


Material
Info Specifications Product


Info


DuPont
Powder
Coatings


Nap-
Gard 7-
2709


Concrete


Powdered
Epoxy
Resin
Coating
Material


7/18/2016 7/9/2015 1021


DuPont
Powder
Coatings


Nap-
Gard 7-
2719


Concrete


Powdered
Epoxy
Resin
Coating
Material


7/18/2016 7/9/2015 1021


DuPont
Powder
Coatings


Nap-
Gard 7-
2750


Concrete


Powdered
Epoxy
Resin
Coating
Material


7/18/2016 7/9/2015 1021


The products on this list are prequalified for use on Nebraska Department of Roads Construction and Maintenance projects. Inclusion of
a product on this list does not imply that the product meets any or all applicable requirements, refer to the project plans and specifications
for the appropriate product for each application.
Approved Products Forms, - Materials and Research Policies & Info
New Product Evaluation Form
New Product Evaluation Flow Chart
APL Removal and Reinstatement Policy
Erosion and Sediment Control Approval Procedures
Standard Specification Manual
Expired Products
 
Questions/Comments?  
Call or e-mail:  
Doug Churchwell at 402-479-4678 
Mark Lindemann at 402-479-4752
 


 


Subscribe to Updates Here
 


 


nap-gard



http://dot.nebraska.gov/media/6966/new-product-eval.pdf

http://dot.nebraska.gov/media/6967/npeflowchart.pdf

http://dot.nebraska.gov/media/6968/aplremovpolicy.pdf

http://dot.nebraska.gov/media/6969/eros-sed-prod-list.pdf

https://dotstore.nebraska.gov/storefront/Store/tabid/78/CatID/8/Publications.aspx

http://dot.nebraska.gov/business-center/materials/approved-products/expired-approved-products/

mailto:doug.churchwell@nebraska.gov

mailto:mark.lindemann@nebraska.gov

https://listserv.nebraska.gov/Scripts/wa.exe?SUBED1=NDOT-APPROVEDPRODUCTSLIST&A=1
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3/21/2018 WSDOT - Materials Laboratory Qualified Products List (QPL)


http://www.wsdot.wa.gov/biz/mats/QPL/QPLProductsGrid.cfm 1/1


Qualified Products List
    Manufacturer: Axalta Coating Systems, LLC 
 


Product Name Standard
Spec Spec Title


Nap-Gard Green Rebar 7-
2750 9-07.3 Reinforcing Steel - Epoxy Powder - Epoxy Coated Steel


Reinforcing Bars


NapGard 7-2719 9-07.3 Reinforcing Steel - Epoxy Powder - Epoxy Coated Steel
Reinforcing Bars


Nap-Gard Green Rebar 7-
2750 9-07.6 Reinforcing Steel - Epoxy Powder - Epoxy Coated Steel Tie


Bars
 
 


Copyright WSDOT © 2016



http://www.wsdot.wa.gov/

http://www.wsdot.wa.gov/biz/mats/QPL/QPLLocations.cfm?manufacturer_id=1144

http://www.wsdot.wa.gov/biz/mats/QPL/QPLProdinfo.cfm?Product_no=2011135&product_origin=QPL&location_id=671&manufacturer_id=1144&standard_spec_minor=9-07.3:b&Product_name=Nap-Gard%20Green%20Rebar%207-2750

http://www.wsdot.wa.gov/biz/mats/QPL/QPLProdinfo.cfm?Product_no=2001074&product_origin=QPL&location_id=671&manufacturer_id=1144&standard_spec_minor=9-07.3:b&Product_name=NapGard%207-2719

http://www.wsdot.wa.gov/biz/mats/QPL/QPLProdinfo.cfm?Product_no=2011135&product_origin=QPL&location_id=671&manufacturer_id=1144&standard_spec_minor=9-07.6:a&Product_name=Nap-Gard%20Green%20Rebar%207-2750






 


 


 


Multimodal Planning Division 
206 South Seventeenth Avenue     Phoenix, Arizona 85007-3213 


 
Janice K. Brewer 


Governor 


John S. Halikowski 
Director 


 


 
August 10, 2012 


Scott Omer 
 Division Director 


 
DuPont Coating Solutions 
9800 Genard Rd 
Houston TX 77429 
(713) 996-4698 
www.dupontpowder.com 
jim.i.nahashon@usa.dupont.com   
 
 
Re: Product ID No(s): 11112 
Product(s):  Nap-Gard 7-2750 
Category(s):  O-1 
 
To Whom It May Concern: 
 
The Arizona Department of Transportation (ADOT) has approved the product listed on the enclosed excerpts from 
ADOT’s Approved Products List (APL).  Please note the product name associated with your company and the 
notes, limitations or conditions listed.  
 
Approved products will be added to the September 2012 APL.  A copy of the list can be obtained from the Internet 
at the following address: http://www.azdot.gov/apl . 
 
Please note that ADOT does not endorse these products, nor can this approval be used as an endorsement.  It is 
your responsibility to recertify this product every five years or any time this product is modified.  If you fail to 
comply with this policy, this product will be removed from the APL. 
 
Sincerely, 
 


 
 
Stephanie Huang, PE 
Product Evaluation Program Team 
ADOT Research Center 
206 South 17th Avenue, Mail Drop 075R 
Phoenix, AZ 85007  
(602) 712-6430  |  apl@azdot.gov 
 
 
Enclosure: Approved Product Listing 







 


 


 
 
 
 


O-1 – Epoxy Powder Coatings 
ADOT Specifications: 1003-5.02 and AASHTO M284 
ADOT Drawings: None 
Responsible Section: Materials Group 


 
Category 


ID/Rpt. 
No. 


 
Product 


 
Notes 


Approval 
Date 


Recertify 
Date 


 
Manufacturer 


O-1 11112 Nap-Gard 7-2750  8/12 8/17 DuPont Coating Solutions 
9800 Genard Rd 
Houston TX 77429 
(713) 996-4698 
www.dupontpowder.com 


 
 
 
 
 








IF YOU HAVE ANY QUESTIONS PLEASE CALL 602-712-6430 OR EMAIL: APL@AZDOT.GOV 
  


 105 APL-2-2018 


 
Category: O – Rust Passivators 
 


 
 
 
 


O-1 – Epoxy Powder Coatings 
ADOT Specifications: 1003-5.02 and AASHTO M284 
ADOT Drawings: None 
Responsible Section: Construction and Materials Group 


 
Category 


ID/Rpt. 
No. 


 
Product 


 
Notes 


Approval 
Date 


Recertify 
Date 


 
Manufacturer 


O-1 12810 Greenbar 720A009  12/14 12/19 Valspar Corporation 
1101 S. 3rd Street 
Minneapolis MN 55415 
(651) 324-6031 


O-1 11112 Nap-Gard 7-2750  6/17 6/22 Axalta Coating Systems 
Philadelphia, PA 19103 
(855)-547-1461 
www.dupontpowder.com 
Meghan Hodge, (832)-955-0220 
Meghan.hodge@axaltacs.com 


O-1 08019 Resicoat RB-600  3/17 3/22 Akzo-Nobel Coatings 
Nashville, TN  37210 
(615) 259-2430 
www.akzonobel.com/resicoat 
Andy Stevenson, 623-203-8337 
andy.stevenson@akzonobel.com 


O-1 15034 PFY80006 Epoxy 
coating 
 


 2/16 2/21 The Valspar Corporation 
Minneapolis, MN 55415 
651-324-6031 
www.valsparindustrial.com 


O-1 04050 Skotchkote 413  11/16 11/21 3M 
Angleton, TX 77515 
(512) 984-1800 
www.3m.com  
Karu Alahapperuma, (979) 848-5502  
kalahapperuma@mmm.com  


 
 








SAFETY DATA SHEET 
72750 v10.0 
en/US 


.AXALTA 


1. Identification of the substance/mixture and of the company/undertaking


Product name 


Product code 


Intended use 


Nap-Gard Green Rebar FBE 


7-2750 


Coating powder 


Axalta Coating Systems, LLC 


Applied Corporate Center 


Formula date: 2016-05-19 


50 Applied Bank Boulevard, Suite 300 
US Glen Mills, PA 19342 


Telephone Product information 
Medical emergency 
Transportation emergency 


2. Hazards identification


This preparation is hazardous per the following GHS criteria 


G HS-Classification 


Serious eye damage/eye irritation 
Skin sensitisation 
Carcinogenicity 
Toxicity for reproduction 


GHS-Labelling 


Hazard symbols 


Signal word: Danger 


Hazard statements 


May cause an allergic skin reaction. 


Causes serious eye damage. 
Suspected of causing cancer. 
May damage fertility or the unborn child. 


May form combustible dust concentrations in air. 


Precautionary statements 


Obtain special instructions before use. 
Avoid breathing dust/ vapours/ spray. 


Category 1 
Category 1 
Category 2 
Category 1B 


(800) 247-3886
(855) 274-5698
(800) 424-9300 (CHEMTREC)


Contaminated work clothing should not be allowed out of the workplace. 
Wear protective gloves/protective clothing/eye protection/face protection. 
IF ON SKIN: Wash with plenty of soap and water. 
IF IN EYES: Rinse cautiously with water for several minutes. Remove contact lenses, if present and easy to do. Continue 
rinsing. 
IF exposed or concerned: Get medical advice/ attention. 
Immediately call a POISON CENTER/doctor. 
Specific treatment (see supplemental first aid instructions on this label). 
If skin irritation or rash occurs: Get medical advice/ attention. 
Wash contaminated clothing before reuse. 


© 2016 Axalta Coating Systems, LLC and all affiliates. All rights reserved. 
Copies may be made only for those using Axalta Coating Systems products. 


1 -9 
2016-11-28 








































 


March 23, 2018 
 


 
 
 
 
 
 


 
 
 


 
CERTIFICATE OF COMPLIANCE 


 
 


Material: Nap-Gard® 7-2750 Green Rebar Fusion Bonded-Epoxy powder coating for concrete 
reinforced steel bar. 
 
This is to certify that all manufacturing batches of Nap-Gard® 7-2750 Green Rebar FBE are 
chemically the same material that was tested by Janney, Elstner Associates of Northbrook, IL., and 
Exova of Houston, TX to ASTM A775.  I certify that it meets the requirements of ASTM A775, ASTM 
A884, and ASHTO M284. 
 
Should you have any questions or concerns, I can be reached at 713-955-0505, or email me at  
Chris.Lopez@axaltacs.com 
 
Christopher Lopez 
Axalta Coating Systems 
9800 Genard Rd. 
Houston, Texas 77041 
 
Sincerely, 
 
 
 
 
 
 
Christopher Lopez 
Rebar Segment Leader  
Powder Coatings NA 
 


  


  


Axalta Powder Coating Systems 
USA, Inc. 
Powder North America 
9800 Genard Rd. 
Houston, TX  77041 


D 832 955 0200 
F  832 955 0562 
Info.powder@axaltacs.com 
powder.axalta.com 








ASTM A775-17 ANNEX A1 PREQUALIFICATION TESTING 
Axalta Coating Systems Nap-Gard® 7-2750 FC (Fast Gel) 
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ASTM A775-17 ANNEX A1 PREQUALIFICATION TESTING 
Axalta Coating Systems Nap-Gard® 7-2750 FC (Fast Gel) 
 


INTRODUCTION 


Wiss, Janney, Elstner Associates, Inc. (WJE) tested Axalta Nap-Gard® 7-2750 FC (fast gel), a fusion-


bonded epoxy coating for steel reinforcing bars supplied by Axalta Coatings Systems (Axalta), for 


compliance to selected tests in ASTM A775-17 Standard Specification for Epoxy-Coated Steel Reinforcing 


Bars, Annex A1 Requirements for Organic Coatings for Steel Reinforcing Bars. Results reported are in 


inch-pound units; SI units are shown parenthetically for reference. The selected Annex A1 tests include 


chemical resistance, cathodic disbondment, salt spray resistance, chloride permeability, coating flexibility, 


abrasion resistance and impact resistance; relative bond strength in concrete (Section A1.3.6) was excluded 


from this test program.  


 


The coating samples tested by WJE conformed to the prequalification requirements of the selected ASTM 


A775-17 Annex A1 tests.  


 


MATERIALS 


The generic description and method of application of the Nap-Gard® 7-2750 FC epoxy coating provided 


by Axalta is given in Appendix A. Production of coated steel reinforcing bars is expected to be consistent 


with this process. Test samples were supplied by Axalta, and received by WJE, in multiple shipments: free 


films, epoxy powder, and patch material were received on December 21, 2016; coated plates for abrasion 


testing were received on January 10, 2017; coated bars were received on February 16, 2017. As stated by 


Axalta, the same batch of powder coating was used to coat all samples (see Appendix A). 


 


The following samples were provided by Axalta for use in the prequalification test program: 


 Ten 4-foot [1.2-m] long coated No. 6, Grade 60 [No. 19, Grade 420] deformed steel reinforcing bars, 


received February 16, 2017 


 Fourteen 10-inch [25-cm] long coated No. 6, Grade 60 [No. 19, Grade 420] deformed steel reinforcing 


bars, received February 16, 2017 


 Four 4-inch by 4-inch by 0.05-inch [100-mm by 100-mm by 1.3-mm] steel plates coated with epoxy, 


received January 10, 2017 


 Four 4-inch by 4-inch [100-mm by 100-mm] free epoxy films, received December 21, 2016  


 One 1-lb [0.5-kg] sample of epoxy powder, received December 21, 2016 


 One 1.5-qt [1.42-L] kit of Nap-Gard® 7-1868 epoxy patch material, received December 21, 2016 


 


An infrared spectroscopy scan of the green colored powder coating was provided by Axalta and is shown 


in Appendix A. The patch material recommended by Axalta for this coating is Nap-Gard® 7-1868, which 


is a two-part epoxy, and the technical information for this material is provided in Appendix A.   


 


The epoxy coatings on the bar and steel plate samples were tested for thickness and the presence of holidays. 


An Elcometer 456 Coating Thickness Gauge was used to measure the coating thickness in accordance with 


the methods outlined in ASTM A775-17. A hand-held 67.5-V, 80,000-ohm DC holiday detector was used 


to measure coating holidays. The average coating thicknesses measured and test requirements are shown in 


Table 1, and the coating thickness and number of detected holidays for each individual sample is given in 


Appendix B. For the tested 4-foot [1.2-m] bar specimens, tests were conducted on bar areas away from the 


detected holidays, which numbered no more than four on each bar. For the tested 10-inch [25-cm] bars, no 
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more than one holiday was detected. For both bar sizes, this equates to not more than one holiday per foot, 


which is the maximum permitted in ASTM A775-17. The coating thickness of the films was measured with 


the films resting on a smooth steel plate. 


 


Table 1. Average epoxy coating thickness for tested coated specimens 


Item 
Average measured coating 


thickness (mils) 


Annex A1 required 


coating thickness (mils) 


4-ft long deformed bars 10.3 7 to 12 


10-in long deformed bars 10.5 7 to 12 


4-in by 4-in coated plates 10.4 8 to 12 


4-in by 4-in free films 7.5 7 to 9 


 


PRODUCT TESTING AND TEST RESULTS 


Chemical Resistance - ASTM A775-17, Section A1.3.1 


Chemical resistance of the epoxy coating was evaluated according to ASTM G20-10(2015) Standard Test 


Method for Chemical Resistance of Pipeline Coatings. Chemical resistance tests of 10-inch [25-cm] long 


deformed bars were conducted using the following aqueous solutions: distilled water, 3 M CaCl2, 3 M 


NaOH, and saturated Ca(OH)2. One specimen without holidays and one specimen with two intentional 


0.25-inch [6-mm] diameter drilled holes were partially immersed in each solution for 45 days. To pass, the 


coating should not blister, soften, lose bond, develop additional holidays, or develop undercutting around 


the intentional holidays. Figure 1 shows photographs of the specimens after testing and Table 2 lists the test 


results. The coating on all the specimens met the specified chemical resistance testing requirements. 


  


Table 2. Chemical Resistance Test Results 


Solution Specimen 
Intentional 


Coating Holes 
Blistering Softening 


Bond 


loss 


Holiday 


development 
Undercutting 


Distilled 


water 


II-13 Yes No No No No No 


II-8 No No No No No No 


3 M CaCl2 
II-9 Yes No No No No No 


II-12 No No No No No No 


3 M NaOH 
II-4A Yes No No No No No 


II-5 No No No No No No 


Saturated 


Ca(OH)2 


II-4B Yes No No No No No 


II-10 No No No No No No 


 


Cathodic Disbondment - ASTM A775-17, Section A1.3.2 


Cathodic disbondment testing was performed in accordance with ASTM G8-96(2010) Standard Test 


Methods for Cathodic Disbonding of Pipeline Coatings with the modifications described in Section A1.3.2 


of ASTM A775-17, with the exception that silver-silver chloride reference electrodes were used1. Three 


10-inch [25-cm] long bars with 0.12-inch [3-mm] diameter drilled coating defects were tested for 168 hours 


in the test apparatus shown in Figure 2. A potential of -1.45 V, measured against a saturated silver-silver 


                                                 
1 ASTM A775 specifies that a potential of -1.5 V measured against a saturated calomel reference electrode be applied 


to the specimens. WJE used mercury-free, silver-silver chloride (Ag-AgCl) electrodes corrected for the 50mV 


difference from saturated calomel electrodes by applying a -1.45 V potential versus relative to the Ag-AgCl electrode 


to the test specimens.     
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chloride electrode, was applied to the specimens, which were partially submerged in a 3 percent NaCl 


solution.  


 


The coating disbondment was measured in four cardinal directions from the edge of the intentional defect. 


The average coating disbondment radius for the three bars was required not to exceed 0.16 inch [4 mm]. 


The results are shown in Table 3. Photographs of the specimens after testing are provided in Figure 3.  The 


coating met the specified cathodic disbondment testing requirements, having an average disbondment 


radius of 0.11 inch [3 mm]. 


 


Table 3. Cathodic Disbondment Test Results 


Specimen 


Disbondment diameter 


at angle (in. [mm]) 
Holiday diameter 


(in. [mm]) 


Average disbondment 


radius (in. [mm]) 
0⁰ - 180⁰ 90⁰-270⁰ 


II-3 0.33 [8] 0.35 [9] 0.12 [3] 0.11 [3] 


II-6 0.34 [9] 0.32 [8] 0.12 [3] 0.10 [3] 


II-7 0.34 [9] 0.36 [9] 0.12 [3] 0.12 [3] 


Average for three specimens (must not exceed 0.16 in. [4 mm]): 0.11 [3] 


 


Salt Spray Resistance - ASTM A775-17, Section A1.3.3 


Salt spray resistance was evaluated by exposing coated specimens in accordance with ASTM B117-16 


Standard Practice for Operating Salt Spray (Fog) Apparatus. Three 10-inch [25-cm] long coated bars, with 


three 0.12-inch [3-mm] diameter intentional drilled hole defects, were exposed to a salt spray of 5 percent 


NaCl solution at 95ºF [35ºC]. Salt spray testing was conducted by Scientific Control Laboratories, Inc. 


(SCL) of Chicago, Illinois, and a full report on this testing (including chamber temperature, salt spray 


volumetric rate, salt spray pH, and solution density) is provided in Appendix C. 


 


After 800 (±20) hours of exposure, the bars were removed from the chamber and allowed to cool for 1 hour. 


The coating disbondment was measured in four cardinal directions from the edge of each intentional defect 


and averaged. The average coating disbondment radius of the nine tests sites was required not to exceed 


0.12 inch [3 mm]. The results are provided in Table 4. Photographs of the specimens after testing are 


provided in Figure 4. The coating met the specified salt spray resistance testing requirements, having an 


average disbondment radius of 0.08 inch [2 mm].  


  







 ASTM A775-17 Annex A1 Prequalification Testing 


Axalta Nap-Gard® 7-2750 FC (Fast Gel) 


June 9, 2017 


Page 4 


 


 


Table 4. Salt Spray Resistance Test Results 


Specimen Defect 


Disbondment diameter at 


angle (in. [mm]) 
Holiday diameter 


(in. [mm]) 


Average disbondment 


radius (in. [mm]) 
0⁰ - 180⁰ 90⁰-270⁰ 


II-1 


A 0.25 [6] 0.27 [7] 0.12 [3] 0.07 [2] 


B 0.25 [6] 0.24 [6] 0.12 [3] 0.06 [2] 


C 0.24 [6] 0.28 [7] 0.12 [3] 0.07 [2] 


II-2 


A 0.25 [6] 0.31 [8] 0.12 [3] 0.08 [2] 


B 0.24 [6] 0.32 [8] 0.12 [3] 0.08 [2] 


C 0.25 [6] 0.31 [8] 0.12 [3] 0.08 [2] 


II-4 


A 0.27 [7] 0.29 [7] 0.12 [3] 0.08 [2] 


B 0.27 [7] 0.31 [8] 0.12 [3] 0.09 [2] 


C 0.29 [7] 0.32 [8] 0.12 [3] 0.09 [2] 


Average for three specimens (must not exceed 0.12 in. [3 mm]): 0.08 [2] 


 


Chloride Permeability - ASTM A775-17, Section A1.3.4 


Chloride permeability of the coating was evaluated by the method described in Section A1.3.4 of ASTM 


A775-17. The testing was performed using the apparatus shown in Figure 5. Three free films were 


individually sandwiched between two solution-filled compartments. For two test specimens, one 


compartment contained 175 mL of 3M NaCl and the other contained 115 mL of deionized water. For the 


third test specimen, which was used as a control, both compartments contained deionized water.  


 


The chloride concentration of the deionized water compartments was measured by potentiometric titration 


after 45 days of exposure. The accumulated concentration of chloride ions permeating through the films 


was required to be less than 1 x 10-4 M.  As shown in Table 5, the two films tested met this specified 


requirement.  


 


Table 5. Chloride Permeability Test Results 


Specimen No. Accumulated Cl- (mg/L) Accumulated Cl- (M) 


B <1.0* < 0.28 x 10-4* 


C < 1.0* < 0.28 x 10-4* 


D (control) < 1.0* < 0.28 x 10-4* 


* Detection limit 


 


Coating Flexibility - ASTM A775-17, Section A1.3.5 


Coating flexibility was evaluated using the method described in Section A1.3.5 of ASTM A775-17. Three 


4-foot [1.2-m] long coated bars were bent 180º around a 6-inch [150-mm] diameter mandrel. The bar 


temperatures ranged from 74 to 75°F at the time of bending. Bending was performed at a uniform rate and 


was completed for each bar in less than 15 seconds.  


 


ASTM A775-17 specifies that no cracking of the coating shall be visible on the outside radius of any of the 


three bent bars. A photograph of the bars after the test is shown in Figure 6. The coating met the specified 


coating flexibility testing requirement. 
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Abrasion Resistance - ASTM A775-17, Section A1.3.7 


The abrasion resistance of the coating was evaluated in accordance with ASTM D4060-14 Standard Test 


Method for Abrasion Resistance of Organic Coatings by the Taber Abraser, using CS-10 wheels and a 


weight of 2.2 lbs. (1 kg) per wheel for 1000 cycles. ASTM A775-17 requires that the weight loss of each 


of the three panels be less than 0.0035 oz. (0.100 g). The measured weight loss is shown in Table 6. All 


three panels met the weight loss requirement. 


 


Table 6. Abrasion Resistance Test Results 


Specimen 
Weight loss per 1000 


cycles (oz [g]) 


1 0.00034 [0.0097] 


2 0.00048 [0.0136] 


3 0.00041 [0.0117] 


Average 0.00041 [0.0117] 


 


Impact Test - ASTM A775-17, Section A1.3.8 


The impact resistance of the coating was evaluated in accordance with ASTM G14-04(10) Standard Test 


Method for Impact Resistance of Pipeline Coatings (Falling Weight Test).  A 4-lb (1.8-kg) tup with a nose 


diameter of 5/8 inches (16 mm) was dropped on to the bars with 80 in-lbf (9 N-m) of energy. The test was 


conducted in a room where the air temperature was 75 ± 3.6ºF [24 ± 2ºC], and the bar temperatures ranged 


from 76 to 77°F at the time of impact testing. 


 


ASTM A775-17 requires that the bars show no shattering cracking or bond loss of the coating except at the 


impact area. Three bars were tested in three locations, and all met the requirements of the impact resistance 


test. Photographs of the specimens and impact area after testing are provided in Figure 7. 
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CONCLUSION 


The performance requirements given by ASTM A775-17 and the results of testing, performed to determine 


compliance with the specification on Axalta Nap-Gard® 7-2750 FC (fast gel) epoxy coating, are given in 


Table 7.  Based on this testing, which did not include evaluation of relative bond strength in concrete 


(Section A1.3.6), the Axalta Nap-Gard® 7-2750 FC (fast gel) epoxy coating met the selected ASTM A775-


17 prequalification requirements. 


 


Table 7. ASTM A775-17 Test Result Summary 


Test A775-17 Specification 
Test 


outcome 


Chemical 


resistance 


No blistering, softening, bond loss or holiday 


development after 45 days 
Pass 


Cathodic 


disbondment 


Average coating disbondment radius for the 


three bars not exceed 0.16 in. (4 mm) 
Pass 


Salt spray 


resistance 


Average coating disbondment radius for the 


three bars not exceed 0.12 in. (3 mm) 
Pass 


Chloride 


permeability 


Concentration of the ions permeating through 


film less than 1 x 10-4 M 
Pass  


Coating 


flexibility 


No cracking be visible on the outside radius 


of bent bars 
Pass 


Abrasion 


resistance 


No more than 0.0035 oz. (0.100 g) of coating 


loss on each of three panels 
Pass 


Impact resistance 
No shattering cracking or bond loss of the 


coating except at the impact area 
Pass 
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Distilled Water: 


 
 


3M CaCl2: 


 
 


 


3M NaOH: 


 
 


 


Saturated Ca(OH)2: 


 
 


Figure 1. Epoxy coated bars after chemical resistance test. Two bars were exposed to each of the 


following solutions from top to bottom: distilled water, 3 M CaCl2, 3 M NaOH, and saturated Ca(OH)2. 


The portion of the bars exposed to the solution is on the right. 
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Figure 2. Cathodic disbondment test setup. 
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Figure 3. Epoxy coated bars after cathodic disbondment test. 


 


 


Figure 4. Epoxy coated bars after evaluation of exposure to salt spray. 
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Figure 5. Chloride permeability test setup. The free epoxy film is shown 


sandwiched between the two test cylinders (red arrow).  
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Figure 6. Three epoxy coated bars after the bend test.  


 


 


Figure 7. Damage sites on epoxy coated rebar after impact test. 
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Technical Data Sheet


AXALTA


Nap-Gard®
7-1868 Epoxy Patch Compound Revised: 7 March 2014


DESCRIPTION


A dark green high-performance, fast curing two part epoxy repair material Nap-Gard® 7-1868 is formulated for Field Coating of Girth
Welds and coating repair for Nap-Gard® coated pipe. It has excellent cathodic disbondment performance at temperatures up to 95°C


(203°F).


TYPICAL LIQUID PROPERTIES


Color: Dark Green Theoretical Coverage: 1604 ft2/lb/mil


Components: 7-1868A Base (Green) 
7-1868B Converter (Beige)


Mixing Ratio 2:1 by volume


Specific Gravity: 1.45 ± .03 Mixed Volume Solids: 100%
ASTM D-792 (50% R.H.)


Pot Life: @ 2S°C (77°F) 16± 2 minutes


Shelf Life: The shelf life is a maximum of 24 months in unopened containers. Store in a cool, dry, well- 
ventilated area at temperatures between 5°C (41 °F) and 40°C (108°F).


TYPICAL PROPERTIES OF APPLIED FILM
TEST / REQUIREMENT METHOD CRITERIA RESULT
/-'____t:_______
UUI C 1 II11C (gj 77'F (25SC) 4 Hours


Dry Film Per Coat For Pipe (25 mils) minimum 625pm
For Rebar (7 mils) minimum 180pm


Handle @ 27-32° 2-3 Hours


Touch @ 25°C (77°F) 2 Hours


Tack Free @ 25°C (77°F) 2 Hours


Number of Coats: one


Cured Hardness Shore D ASTM D2240-91 (25°C/77°F) 85


Salt Spray Resistance ASTM B-117 >1,000 Hours


Tensiie Adhesion to Steel ASTM D-4541-Type IV (25°C/77°F) >3000 (PSI)


Specific Gravity ASTM D-792 1.45 ±0.03 Mixed


Water Vapor Permeability ASTM D-1434 < 0.003 (perm-in)


Flexibility Mandrel Bend Test @75°F > 2°PDL Pass


Cathodic Disbondment CSA Z245.20-10 (modified to 28 Days 
@80°C)


9-10 mm radius


AXALTA COATING SYSTEMS Page 1 of 3 Nap-Gard*
FB6 Powder Coatings







Technical Data Sheet
Revised: 7 March 2014


AXALTA
Impact Resistance CSA Z245.20-10 Impact @ -30°C ± 3°C 


Impact @ 25°C ± 3°C


Pass 1.5 Joules 
Pass 3.0 Joules


Chemical Resistance Tests 7 days room temperature cure
10% Nitric Acid 
10% Sodium Hydroxide 
5% Sulfuric Acid 
10% Sodium Chloride 
5% Acetic Acid 
Toluene 
Ethyl Acetate 
50% Ethanol 
Mineral Oil


No Change Observed


TYPICAL ELECTRICAL PROPERTIES OF FILM


Dielectric Strength:
ASTM D-792


400 (volt/103 in. ) Volume Resistivity: 1.0 x 1014 (ohm-cm)
ASTM D257


GENERAL APPLICATION PARAMETERS 


GENERAL


• Nap-Gard® 7-1868 Dark Green Fast Cure Repair Material is a 100% solid epoxy.
• This specification is applicable to the use of Nap-Gard® 7-1868 Dark Green Fast Cure Repair Material, a heavy-duty manual 


dispenser and optional static mixer for coating repairs. This system is recommended for the repair of pinholes and holidays 
of 300 mm (12 inches) or less in diameter.


PACKAGING


• Nap-Gard® 7-1868 Dark Green Fast Cure Repair Material:
0.450 liter 7-1868 Dark Green Fast Cure Repair Material Cartridge - consists of 300 ml of Base and 
i50 mi of Hardener.


• Heavy Duty Manual Dispensers:
7-1860 NG GUN - use with 0.450 Liter Cartridge.


• Static Mixers: 7-1860 MIXER - optional


SURFACE PREPARATION


• Repair area shall be roughened using carborundum cloth, sandpaper, file or surface grinder. The adjacent coating should


• If necessary on larger repairs, feather the edges of the adjacent coating.


• Wipe with a clean cloth to remove dust. A dust respirator should be worn for all sanding or grinding activities.


• All surfaces to be coated shall be clean and completely dry prior to the application of the coating.


TEMPERATURE PARAMETERS DURING APPLICATION


To avoid risk of condensation, application should be done only when the temperature of the steel is at least 3°C (5°F) higher than the dew 
point. Application temperatures below 1 °C (34°F) must be watched carefully since ice crystals could be present in the surface pores of the 
steel resulting in poor adhesion and reduce corrosion protection, if the surface to be coated is beiow 1CFC (50°F), preheating of the 
substrate is recommended (not to exceed 100‘C [2125Fj) prior to the application of Nap-Gard® 7-1868 Dark Green Patch Compound.


APPLICATION


• The minimum surface temperature for coating is 10°C (50°F). The substrate temperature must be a minimum of 3°C (37°F) 
above the dew point temperature.
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AXALTA
• In cold temperature conditions or if an accelerated cure is required, the area to be coated may be preheated. The 


maximum preheat temperature shall not exceed 100°C (212°F).


• Using the manual dispenser, eject the required amount of coating material from the cartridge onto a clean tray.


• Hand mix the product with a stir stick until the coating color becomes uniform with no streaks.


• Using a spatula or paintbrush, apply the coating to the required thickness on the area to be repaired.


Extend the coating to at least 25 mm (1 inch) over the surrounding coating.


SAFETY PRECAUTIONS


• The contractor will provide safe and secure scaffolding for ready access to work areas


• Other contract services will be halted as necessary so as not to interfere with the work flow of the Nap-Gard® 7-1868 Dark 
Green Cure Repair Material application.


• Nap-Gard® 7-1868 Dark Green Fast Cure Repair Material is HARMFUL IF ABSORBED THROUGH SKIN, INHALED OR 
SWALLOWED. It is a skin and eye irritant. (Refer to Material Safety Data Sheets). Protective gloves and disposable 
coveralls are recommended.


• In case of spillage, absorb with inert material and dispose of in accordance with applicable regulations.


• No open flames, smoking or welding will be allowed in the immediate vicinity during the application of 7-1868 Dark Green 
Fast Cure Repair Material.


All personnel on the application crew shall be informed of regulations regarding smoking, auto traffic restrictions, meaning 
of warning bells, horns and whistles, fire warnings and restricted areas.


MATERIALS


• No amount of Nap-Gard® 7-1868 Dark Green Cartridge shall be given, sold or exchanged for any consideration to any 
person without written permission from Axalta Coating Systems.


• The acceptable shipping and storage temperature range for Nap-Gard® 7-1868 Green Cartridge is 5°C (41°F) to 40°C 
(104°F).


SUBSTRATE TYPES


• This specification is applicable to standard steels only.


• Any exotic metals, stainless steel or other special types of steels or alloys may require different consideration as to surface 
preparation and Axalta formulations. Notification of the use of such metals must be made to Axalta.


"CAUTION"
Normal pot life is 16 minutes at 25°C (77°F). The pot life or time period before the material will gel, is about 30 minutes at 90°C. Only sufficient material for use within 20 minutes should be 
mixed prior to application.


Always consult product Material Safety Data (MSDS) prior to handling.


WARRANTY POLICY: Axalta Powder Coating Systems USA, Inc. (‘'Seller") certifies that all coatings delivered to Customer in unopened factory filled containers meet all pertinent quality 
standards presented in Seller’s current published literature. Since matters of surface preparation, application procedures, curing procedures and other local factors that affect coating 
performance are beyond Seller's control; Seller assumes no liability for coating failure other than to supply replacement material for coating material proven to be defective. Customer will 
determine suitability of this product for it use and thereby assumes all risks and liabilities in connection therewith. Seller will not be liable for any injuries, damages or other losses denved, directly 
or indirectly, from or as a consequence of Customer s use of the product. SEllER DiSCt_AiiviS ALL OTHER WARRANTIES, EXPRESS OR irviPutu, RtLATiNG i O iTS PRODUCTS AND 
THEIR APPLICATION, INCLUDING BUT NOT LIMITED TO WARRANTIES OF MERCHANTABILITY AND FITNESS FOR PARTICULAR PURPOSES.
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March 21, 2017 
 
John S. Lawler, PE 
Wiss, Janney, Elstner Associates, Inc. 
330 Pfingsten Rd. 
Northbrook, IL. 60062 
Phone: (847) 272-7400 
Fax: (847) 291-5189 
 
John, 
 
Our laboratory in Houston prepared bars, panels and free films for ASTM 775, annex 1 qualification 
testing per the following:   
 


 Panel coating with Nap-Gard 7-2750FC 
o Grit blasting to near white color:  2 to 4 mil profile  
o Preheating to 450 F for 30 minute 
o Dipping in fluid bed  
o Targeting coating thickness of 9 to 11 mil  
o Air cooling  


 #6 bar coated with Nap-Gard 7-2750FC 
o Grit blasted to near white color: 2-4 mil profile 
o Preheating to 450F with induction heater and coated with electrostatic guns 
o Water quench 30 seconds after coating 
o Targeted film build 7-12 mils 


 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
 


  


Axalta Coating Systems 
9800 Genard Road 
Houston, TX  77041 
 


C +1 (513) 520-2657  
rob.r.phillippi@axaltacs.com 
axaltacoatingsystems.com 







 


 Free film made with Nap-Gard 7-2750FC 
o Pre-heating Teflon sheet of 4 inches by 4 inches to 450 F for 30 minutes 
o Dipping in fluid bed  
o Targeting coating thickness of 9 to 11 mil 
o Peeling 7-2750FC film off from Teflon sheet 
o Post curing for 1 minute in 450 F oven 
o Air cooing  


 
*Please note there were multiple shipments of bars, panels and free films shipped to WJE.  Due to timing, 
samples were shipped on different dates, but batches were the same.    
 
Sincerely, 
 
Rob 


 
Robert R. Phillippi 
Rebar Segment Leader 
Powder Coatings North America 
 
Axalta Coating Systems 
9800 Genard Rd. 
Houston, TX. 77041 
 
D: +513 520 2657 
Rob.r.phillippi@axaltacs.com 
www.axaltacoatingsystems.com 
 


 



mailto:Rob.r.phillippi@axaltacs.com

http://www.axaltacoatingsystems.com/
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Table B-1. Coating thickness and holiday measurements for epoxy coated bars used in testing 


Sample No. 
Average coating 


thickness (mil) 


Number of 


holidays 


4-ft [1.2-m] bars[a] 


II-1 10.0 3 


II-2 10.3 1 


II-3 10.3 2 


II-5 10.7 1 


II-6 10.0 0 


II-7 10.2 1 


10-in [25-cm] bars[b] 


II-1 10.1 0 


II-2 10.4 0 


II-3 10.2 1 


II-4 10.2 0 


II-5 10.3 0 


II-6 10.1 1 


II-7 10.1 1 


II-8 10.8 1 


II-9 10.7 0 


II-10 10.5 1 


II-12 10.8 0 


II-13 10.5 0 


II-4A[c] 10.8 0 


II-4B[c] 10.9 1 


[a] Bars used in coating flexibility and impact tests; tests were 


conducted at areas away from detected holidays 


[b] Bars used in chemical resistance, cathodic disbondment, 


and salt spray tests; holidays were patched prior to testing 


[c] In order to have enough samples for testing; a 4-ft. bars (II-


4) was cut into 10-inch bars and the check-in measurements 


were repeated for these samples.  
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Table B-2. Coating thicknesses for Taber abraser and free film samples used in testing 


Sample No.  Coating thickness (mil) 


Taber Abraser Sample 


1 10.8 


2 11.0 


3 9.3 


Free Film 


B 7.4 


C 7.7 


D 7.5 
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Table B-3.  Parameters for salt fog test chamber* 


Date Elapsed Time (hr) pH at 35 °C 
Collection rate (mL/hr) 


Temperature (°C) 
Specific gravity at 


25 °C Location 1 Location 2 Average 


Specification - 6.5 to 7.2 1.0 to 2.0 mL/hr 35 ± 2 °C 1.0255 to 1.0400 


4/19/2017 24 6.9 1.4 1.1 1.2 35 1.031 


4/20/2017 24 6.8 1.3 1.2 1.2 34 1.031 


4/21/2017 24 6.8 1.4 1.2 1.3 35 1.031 


4/24/2017 72 6.9 1.1 1.2 1.2 34 1.031 


4/25/2017 24 6.8 1.2 1.1 1.2 35 1.031 


4/26/2017 24 6.8 1.2 1.1 1.2 34 1.031 


4/27/2017 24 6.7 1.3 1.2 1.2 35 1.031 


4/28/2017 24 6.6 1.4 1.2 1.3 34 1.031 


5/1/2017 72 7.0 1.4 1.4 1.4 35 1.034 


5/2/2017 24 6.9 1.4 1.2 1.3 34 1.033 


5/3/2017 24 6.8 1.2 1.1 1.2 34 1.031 


5/4/2017 24 6.7 1.3 1.2 1.2 35 1.033 


5/5/2017 24 6.8 1.4 1.2 1.3 34 1.033 


5/8/2017 72 7.0 1.4 1.4 1.4 35 1.035 


5/9/2017 24 6.9 1.4 1.2 1.3 34 1.035 


5/10/2017 24 6.8 1.4 1.3 1.4 35 1.035 


5/11/2017 24 6.8 1.5 1.4 1.4 35 1.033 


5/12/2017 24 6.6 1.3 1.2 1.2 34 1.032 


5/15/2017 72 6.8 1.1 1.0 1.0 34 1.034 


5/16/2017 24 6.8 1.3 1.2 1.2 34 1.032 


5/17/2017 24 6.8 1.3 1.1 1.2 35 1.033 


5/18/2017 24 6.8 1.4 1.2 1.3 34 1.030 


5/19/2017 24 6.7 1.4 1.3 1.4 35 1.034 


5/22/2017 72 7.1 1.0 1.2 1.1 35 1.036 


Total 816             


*Summarized from data provided by Scientific Control Laboratories, Inc. (See Appendix C.) 


 


 
 







 


 


APPENDIX C - REPORT ON ASTM B117-16 TESTING PERFORMED BY SCIENTIFIC 
CONTROL LABORATORIES, INC. 
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Axalta Powder Coating Systems U.S.A. REF No 706143: Issue 3 


9800 Genard Rd Ord No A5112 


Houston Texas 77041   


   


 Date Tested 05-16-2011 


 Date Reported 09-19-2011 


 Date Revision 3 09-25-2017 


Phone:  (832) 955-0505   


Attn: Chris Lopez   


   


Item: Various samples of 72750 B#60317 epoxy submitted to complete 


performance tests following the ASTM A775/A775M-07b testing procedures. 


  


Specification(s): ASTM A775/A775M-07b - Standard Specification for Epoxy-Coated Steel 


Reinforcing Bars 


 


Mr. Tom Jeffers of DuPont Industrial Coating Solutions (now Axalta Powder Coating Systems) 


supplied several samples of the green colored FBE product 72750 B#60317 in the form of free 


film samples, coated steel plates and coated re-bar to perform testing on the coating material.  


These samples were tested and evaluated per ASTM A775/A775M-07b.  The test results are 


presented on the following pages in the form of tables and descriptions for each procedure. 


 


This report has been assembled to record the results of this testing of the above-mentioned 


material. 


 


Should you have any questions or concerns please contact the undersigned at (281) 848-0270 or 


by email at juan.erni@exova.com, at your convenience. 
 
0110507 2nd Issue report to change Chloride concentration reporting. 


0706143 3rd Issue report to change legal name to Axalta Powder Coating Systems U.S.A. and the         


       Contact person. All data on the revision comes from report 0110507 2nd Issue  


 


Sincerely, 


 
Juan A. Erni 


Non-Metallic Materials Manager 


For and on authority of Exova Inc. 
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ASTM A775/A775M-07b Test Results 


 


 
# Requested Analysis Result 


1 


Chemical Resistance test (ASTM G20) 45 days, distilled water, a 3 M aqueous solution 


of CaCl2, a 3 M aqueous solution of NaOH, and a solution saturated with Ca(OH)2.  


Specimens without holidays and with 6 mm [0.25 in.] holidays. 


Pass 


2 
Cathodic Disbondment test, Modified ASTM Test Method G8, 168 hours, -1.5V, 1/8" 


holiday, 3% NaCl, 7 Days, 24°C +/- 2°C (75°F) 
Pass 


3 Salt Spray Resistance (ASTM B117), 800 hours Pass 


4 Chloride Permeability test, 45 Days Pass 


5 
Coating Flexibility test (Mandrel Bend), Bend three coated steel reinforcing bars 180° 


(after rebound) around a 150-mm [6-in.] diameter mandrel. 
Pass 


6 
Abrasion Resistance test, Taber abraser (Test Method D4060), CS-10 wheels, 1-kg load 


per wheel, 1000 cycles. 
Pass 


7 
Impact Test, 1.8-kg [4-lb] tup with nose diameter of 16 mm [0.63 in.], impact of 9 Nm 


[80 in.·lbf]. 
Pass 


 


All tests were performed at 23 +/- 2°C (73 +/- 3°F) unless otherwise indicated. 


Coating thickness was measured with an Elcometer 456 Coating Thickness Gauge. 
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ASTM A775/A775M-07b Test Results 


 
 


Table 1.  Chemical Resistance test results. 
 
Coating thickness in mils 


Sample # 
Side 1 


Point 1 


Side 1 


Point 2 


Side 1 


Point 3 


Side 1 


Point 4 


Side 1 


Point 5 


Side 2 


Point 1 


Side 2 


Point 2 


Side 2 


Point 3 


Side 2 


Point 4 


Side 2 


Point 5 


Average 


DFT 


(Mils) 


110507-14 10.9 14.5 10.7 13.1 14.0 15.3 11.6 14.3 11.5 13.5 12.9 


110507-15 12.1 11.9 9.9 13.8 12.8 11.6 11.7 11.3 10.4 12.5 11.8 


110507-16 12.2 11.4 13.4 9.0 13.4 12.3 9.7 10.8 12.1 10.1 11.4 


110507-17 13.2 9.3 14.3 13.3 10.8 10.1 13.9 10.4 12.2 13.4 12.1 


110507-18 14.5 14.0 12.6 14.2 10.1 12.5 14.6 13.4 12.9 13.6 13.2 


110507-19 9.4 11.5 11.1 12.7 11.1 11.8 9.1 13.8 11.1 10.4 11.2 


110507-20 10.2 13.8 10.9 13.7 13.7 13.6 9.9 14.1 11.9 14.1 12.6 


110507-21 14.6 11.1 13.8 12.6 12.5 13.6 14.0 11.3 13.3 11.2 12.8 


 


Observations 


Sample # Solution Holiday (6mm) Softening Cracking Visual Deterioration 


110507-14 Distilled Water (DI H2O) No No No  


110507-15 Distilled Water (DI H2O) Yes No No 
Rust in Liquid phase holiday at coating 


interface 


110507-16 3M Aq Solution CaCl2 No No No  


110507-17 3M Aq Solution CaCl2 Yes No No 
Rust in Liquid phase holiday at coating 


interface 


110507-18 3M Aq Solution NaOH No No No  


110507-19 3M Aq Solution NaOH Yes No No  


110507-20 Sat Solution Ca(OH)2 No No No  


110507-21 Sat Solution Ca(OH)2 Yes No No  
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Figure 1.  Chemical Resistance test results. 
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Table 2.  Cathodic Disbondment test results. 
 
Coating thickness in mils and µm 


Sample# Point 1 Point 2 Point 3 Point 4 
Average 


(mils) 


Average 


(µm) 


110507-25 13.4 14.3 13.6 12.6 13.5 342 


110507-26 13.5 13.8 12.0 12.3 12.9 328 


110507-27 14.9 15.9 15.8 14.9 15.4 391 


Reference 14.8 13.8 14.0 14.6 14.3 363 


 


Disbond radius (mm) 


Sample# Point 1 Point 2 Point 3 Point 4 Average 


110507-25 2.9 2.7 2.8 2.7 2.8 


110507-26 2.9 2.4 2.6 2.6 2.6 


110507-27 2.7 2.6 3.0 3.3 2.9 


Average Disbond 


Radius 
    2.8 


Reference 0.0 0.0 0.0 0.0  


 


 


Figure 2.  Cathodic Disbondment test results. 
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Table 3.  Salt Spray Resistance test results. 
 


Coating thickness in mils and µm. 


Sample# Point 1 Point 2 Point 3 Point 4 
Average 


(mils) 


Average 


(µm) 


110507-7.1 12.5 11.5 11.8 12.1 12.0 304 


110507-7.2 13.3 13.3 13.4 12.9 13.2 336 


110507-7.3 12.2 12.9 12.9 11.8 12.5 316 


110507-8.1 11.5 10.5 12.6 13.3 12.0 304 


110507-8.2 14.3 14.0 13.1 13.5 13.7 349 


110507-8.3 12.8 10.0 14.6 15.2 13.2 334 


110507-9.1 13.5 12.6 14.0 14.1 13.6 344 


110507-9.2 12.0 11.9 12.0 12.5 12.1 307 


110507-9.3 12.3 12.4 11.4 12.8 12.2 311 


 


Disbond radius (mm). 


Sample# Point 1 Point 2 Point 3 Point 4 Average 


110507-7.1 2.3 2.1 2.3 2.0 2.2 


110507-7.2 2.2 2.6 2.2 2.3 2.3 


110507-7.3 2.3 2.2 2.7 2.2 2.4 


110507-8.1 2.9 2.9 2.3 2.3 2.6 


110507-8.2 2.5 2.7 2.5 2.4 2.5 


110507-8.3 2.8 2.4 2.4 2.2 2.5 


110507-9.1 2.1 1.6 2.3 2.0 2.0 


110507-9.2 2.7 2.3 2.3 2.3 2.4 


110507-9.3 2.4 2.1 2.6 2.0 2.3 


Average Disbond 


Radius 
    2.3 


 


 


Figure 3.  Salt Spray Resistance test results. 
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Table 4.  Chloride Permeability test results. 
 


Coating thickness in mils and µm. 


Sample # Point 1 Point 2 Point 3 Point 4 Point 5 


Average 


(mils) 


Average 


(µm) 


110507-4 7.9 7.9 7.5 8.2 7.7 7.8 199 


110507-5 8.2 8.4 7.9 8.1 8.7 8.3 210 


110507-6 8.3 8.6 8.5 8.3 8.2 8.4 213 


 


Chloride concentration results. 


Sample # Description ppm Cl mol/L (M) 


110507-4 115ml DI H2O - 175ml 3M NaCl 0.22 1.22E-05 


110507-5 115ml DI H2O - 175ml 3M NaCl 0.20 1.11E-05 


110507-6 115ml DI H2O - 115ml DI H2O 0.19 1.06E-05 


110507-6a 115ml DI H2O Reference 0.19 1.06E-05 
 


Figure 4.  Chloride Permeability calibration data. 
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Figure 4a.  Chloride Permeability test in progress. 


 
 


In all cases, the accumulative concentration of chloride ions permeating through the film was determined to be less 


than 1 x 10-4 M. 
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Table 5.  Coating Flexibility test results. 
 
Coating thickness in mils 


Sample # 
Side 1 


Point 1 


Side 1 


Point 2 


Side 1 


Point 3 


Side 1 


Point 4 


Side 1 


Point 5 


Side 2 


Point 1 


Side 2 


Point 2 


Side 2 


Point 3 


Side 2 


Point 4 


Side 2 


Point 5 


Average 


DFT 


(Mils) 


110507-22 12.2 13.4 13.3 14.5 13.0 12.4 13.0 12.1 11.8 10.9 12.7 


110507-23 10.4 13.0 13.9 13.1 14.8 12.5 13.9 15.1 14.5 13.3 13.5 


110507-24 12.8 10.0 14.1 13.8 10.8 13.9 13.5 12.4 11.0 13.9 12.6 


 


Observations 


Sample # 180° Bend Test Test Cracking Disbonding Notes 


110507-22 6-in. diameter mandrel No No Pass 


110507-22 6-in. diameter mandrel No No Pass 


110507-22 6-in. diameter mandrel No No Pass 


 


 


Figure 5.  Coating Flexibility test results. 
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Table 6.  Abrasion Resistance test results. 
 
Coating thickness measurements. 


Sample # 


Thickness 


(inch) Point 1 Point 2 Point 3 Point 4 Point 5 Point 6 Point 7 Point 8 Average 


Ave mil 


lost 


110507-10 Before 0.0498 0.0499 0.0502 0.0515 0.0508 0.0505 0.0504 0.0505 0.0505  


  After 0.0494 0.0496 0.0498 0.0512 0.0503 0.0502 0.0500 0.0502 0.0501 0.362 


            


Sample # 


Thickness 


(inch) Point 1 Point 2 Point 3 Point 4 Point 5 Point 6 Point 7 Point 8 Average 


Ave mil 


lost 


110507-11 Before 0.0500 0.0496 0.0496 0.0498 0.0493 0.0501 0.0497 0.0501 0.0498  


  After 0.0495 0.0493 0.0493 0.0495 0.0489 0.0498 0.0494 0.0498 0.0494 0.337 


            


Sample # 


Thickness 


(inch) Point 1 Point 2 Point 3 Point 4 Point 5 Point 6 Point 7 Point 8 Average 


Ave mil 


lost 


110507-12 Before 0.0479 0.0480 0.0481 0.0485 0.0486 0.0481 0.0477 0.0475 0.0481  


  After 0.0476 0.0478 0.0479 0.0482 0.0484 0.0478 0.0473 0.0471 0.0478 0.288 


            


Sample # 


Thickness 


(inch) Point 1 Point 2 Point 3 Point 4 Point 5 Point 6 Point 7 Point 8 Average 


Ave mil 


lost 


110507-13 Before 0.0476 0.0485 0.0489 0.0497 0.0492 0.0494 0.0486 0.0481 0.0488  


  After 0.0474 0.0483 0.0487 0.0495 0.0489 0.0491 0.0483 0.0477 0.0485 0.262 


 


Wear Index and Cycles per mill summary. 


Sample#: 


Total 


Cycles 


Initial 


Wt. (g) 


Final Wt. 


(g) 


Wt. Loss 


(mg) 


Ave mil 


lost 


I (Wear 


Index) 


L (Weight 


Loss, mg) 


Cycles 


per mil 


110507-10 1000 67.7958 67.7800 15.8 0.362 15.8 15.8 2758.6 


110507-11 1000 67.5670 67.5553 11.7 0.337 11.7 11.7 2963.0 


110507-12 1000 67.3922 67.3778 14.4 0.288 14.4 14.4 3478.3 


110507-13 1000 67.3371 67.3231 14.0 0.262 14.0 14.0 3809.5 


Average    14.0 0.312 14.0 14.0 3252.3 
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Figure 6.  Abrasion Resistance test results. 
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Table 7.  Impact test results. 
 
Coating thickness in mils 


Sample # 
Side 1 


Point 1 


Side 1 


Point 2 


Side 1 


Point 3 


Side 1 


Point 4 


Side 1 


Point 5 


Side 2 


Point 1 


Side 2 


Point 2 


Side 2 


Point 3 


Side 2 


Point 4 


Side 2 


Point 5 


Average 


DFT 


(Mils) 


110507-1 13.1 10.8 12.6 1.0 10.4 11.1 12.0 12.0 10.2 11.8 10.5 


110507-2 9.2 12.7 11.3 13.1 12.4 13.0 10.7 12.3 13.1 10.6 11.8 


110507-3 13.1 11.9 12.0 13.3 13.3 12.3 12.2 12.7 11.2 12.5 12.5 


 


 


Observations 


Sample # 9 N-m Impact Test Shattering Cracking Notes 


110507-1.1 4 lb tup dropped 20" No No Pass 


110507-1.2 4 lb tup dropped 20" No No Pass 


110507-1.3 4 lb tup dropped 20" No No Pass 


     


110507-2.1 4 lb tup dropped 20" No No Pass 


110507-2.2 4 lb tup dropped 20" No No Pass 


110507-2.3 4 lb tup dropped 20" No No Pass 


     


110507-3.1 4 lb tup dropped 20" No No Pass 


110507-3.2 4 lb tup dropped 20" No No Pass 


110507-3.3 4 lb tup dropped 20" No No Pass 


 


 


Figure 7.  Impact test results. 
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ASTM A775-07B - ANNEX A1.3.6 PREQUALIFICATION TESTING 
NAP-GARD® 7-2750 
 
 INTRODUCTION 
Wiss, Janney, Elstner Associates, Inc. (WJE) tested Nap-Gard® 7-2750, a fusion-bonded epoxy coating 
for steel reinforcing bars supplied by DuPont Powder Coatings USA, Inc. (DuPont), for compliance to 
Section A1.3.6 Relative Bond Strength in Concrete of ASTM A775-07b Standard Specification for 
Epoxy-Coated Steel Reinforcing Bars, Annex A1 Requirements for Organic Coatings for Steel 
Reinforcing Bars. The compliance requirements of AASHTO M284-08 Standard Specification for Epoxy 
Coated Reinforcing Bars: Materials and Coating Requirements are identical to ASTM A775-07b. 
 MATERIALS 
The generic description and method of application of the Nap-Gard® 7-2750 coating provided by DuPont 
is given in Appendix A. Production of coated steel reinforcing bars is expected to be consistent with this 
process. 
 
DuPont provided the following materials: 


 Six 1.2-m [4-ft] No. 19, Grade 420 [No. 6, Grade 60] deformed epoxy-coated steel reinforcing 
bars. 


 Six 1.2-m [4-ft] uncoated and uncleaned No. 19, Grade 420 [No. 6, Grade 60] steel reinforcing 
bars and from the same lot of steel as the coated bars. 


 
The bars were coated with Nap-Gard® 7-2750 by an applicator in Tulsa, OK. An infrared spectroscopy 
scan of the green-colored powder coating was provided by DuPont and is shown in Appendix A. 
 
The epoxy coatings on the bars and steel plates were tested for thickness and the presence of holidays. An 
Elcometer 456 Coating Thickness Gauge was used to measure the coating thickness in accordance with 
the methods outlined in ASTM A775-07b. A hand-held 67.5-V, 80,000-ohm DC holiday detector was 
used to measure coating holidays. The coating thickness measurements and holiday counts shown in 
Table 1 indicate that 4 out of 5 tested bars have coating thicknesses that exceeds the maximum allowable 
average measurement of 12 mils by up to 1.3 mils; the coating on 1 of those 4 bars also exceed the 
maximum allowable single measurement of 14.4 mils by 0.7 mils. The coating on a sixth bar not shown in 
Table 1 was also found to exceed the allowable coating thickness and was excluded from the pull out 
testing.   
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Table 1. Coating thickness and holiday measurements for 1.2-m [4-ft] epoxy-coated bars 
Bar No. 


Average 
Coating 


Thickness (mil) 
Minimum 


Thickness (mil) 
Maximum 


Thickness (mil) 
Number of 
Holidays 


2 13.3 12.4 13.7 0 
3 13.2 9.4 15.1 1 
4 12.1 10.0 13.9 1 
5 11.7 8.5 13.7 0 
6 12.2 10.5 13.6 0 


ASTM A775 
Requirement 7-12 > 5.6 < 14.4  
Note: Shaded cells indicate values in excess of the ASTM A775 requirements. 


 PRODUCT TESTING AND TEST RESULTS 
Relative Bond Strength - ASTM A775-07b, Section A1.3.6 
The relative bond strength testing was conducted in accordance with ASTM A944-10 Standard Test 
Method for Comparing Bond Strength of Steel Reinforcing Bars to Concrete Using Beam-End Specimens 
as specified by ASTM A775-07b on five coated and five uncoated bars.  
 
According to ASTM A775-07b, the bars to be tested must have a relative rib area, Rr, (ratio of projected 
rib area normal to the bar axis to the product of the nominal bar perimeter and center-to-center rib spacing 
as shown in Figure 1) between 0.075 and 0.085. The relative rib area of the test specimens ranged from 
0.075 to 0.077, which complied with this requirement. 
 
The mixture proportions of the concrete that was used are given in Table 2. Companion 4-in. [100-mm] 
diameter by 8-in. [200-mm] long concrete cylinders were produced at the time of casting and were used to 
monitor the development of the compressive strength of the concrete, according to ASTM C39-10 
Standard Test Method for Compressive Strength of Cylindrical Concrete Specimens, up to the time of 
pullout testing. ASTM A944-10 specifies that the strength at the time of testing be between 4,500 and 
5,500 psi [31.0 and 37.9 MPa]. Compressive strength was tested on pairs of cylinders at 1, 2, 6, and 7 
days after casting. Pullout testing was performed 7 days after casting; the compressive strength 
at testing was 4,865 psi [33.5 MPa].  
 


Table 2. Concrete Mix Design 
Material Amount (lbs./cu. yd. 


[kg/m3]) 
Cement (Type I) 470 [873] 


Fly Ash (Class C) 100 [59] 
Water 272 [161] 


Fine Aggregate 1471 [873] 
Coarse Aggregate 1819 [1080] 


Water Reducer 
(Sikaplast 500) 17.1 oz [506 mL] 


w/cm 0.48 
 
The beam-end test specimens were fabricated in accordance with ASTM A944-10. Figure 2 shows the 
forms set up for casting.  Each specimen consisted of a concrete block, 24 in. by 8.75 in. by 15.25 in. [610 
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mm by 222 mm by 387 mm], reinforced with closed stirrups and two flexural reinforcing bars, and cast in 
an inverted condition.  The test bar was bottom cast and made contact with concrete over 10 in. [254 mm] 
of its length. The ends of the test rebar were placed in PVC tubing to control the length of the bond and to 
prevent a cone-type failure from occurring during loading. The configuration of the reinforcing steel in 
the pullout test specimens as well as the PVC tubing surrounding a test bar are shown in Figure 3. The 
specimens were cured under wetted burlap and plastic sheeting until the time of testing. 
 
The pullout test was performed using the set up pictured in Figure 4. A hydraulic ram in series with a 50-
kip (200-kN) load cell was used to apply the load. The load and displacement was recorded digitally at 1 
Hz using a HP 34970 data logger. The displacement of the loaded end of the rebar versus the specimen 
was measured using the average of two 1-in. (25-mm) capacity linear variable differential transformers 
(LVDTs) mounted on the test bar.  The displacement of the free end of the rebar versus the specimen was 
measured using a single 1-in. (25-mm) capacity LVDT mounted on the back of the specimen (shown in 
Figure 5). The rate of testing was controlled such that 10 to 33 percent of the failure load was applied per 
minute, as specified by ASTM A944-10. 
 
The load versus displacement response of a representative reinforcing bar during pullout testing is plotted 
in Figure 6. As shown in the plot, the loaded end of the reinforcing bar begins moving as soon as the bar 
is loaded. This deformation is essentially linearly proportional to the load until pullout initiates and failure 
occurs.  The free end of the bar displaces little until pullout initiation and failure of the specimen.  
 
The peak pullout loads carried by each of the bars tested and the ratio of the mean bond strength for the 
coated bar compared to the mean bond strength for uncoated bars is provided in Table 3. During testing of 
one of the uncoated bar specimens, a hydraulic ram failure occurred and the resulting pullout load could 
not be identified. This sample is not included in Table 3. Representative photographs of two specimens 
after the pullout test are shown in Figure 7.  
 


Table 3. Relative Bond Strength Test Results 
Bar Type Specimen ID Pullout Load 


(lbs. [kN]) 
Mean Pullout Load 


(lbs. [kN]) 


Coated bars 
2G 19839 [88.25] 


20019 [89.05] 
3G 19756 [87.88] 
4G 20751 [92.30] 
5G 18824 [83.73] 
6G 20927 [93.09] 


Uncoated bars 
1B 21923 [97.52] 


22652 [100.76] 3B 23179 [103.10] 
4B 21700 [96.53] 
5B 23807 [105.90] 


Ratio of mean pullout loads for 
 coated to uncoated specimens 0.88 


 
DISCUSSION AND CONCLUSION 
ASTM A775-07b requires that the mean pullout load of coated bars complying with the physical coating 
specifications of ASTM A775-07b not be less than 85 percent of the mean pullout load for uncoated bars 
of the same deformation pattern. In this testing, the coating thickness on 4 for these 5 bars exceeded the 
range permitted by ASTM A775-07b. However, the mean pullout load of the bars coated with Nap-
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Gard® 7-2750 was 88 percent of the mean pullout load for the uncoated bars. During pullout testing, a 
thicker epoxy coating is typically expected to decrease the pullout load, because the thicker coating 
decreases the effectiveness of the rebar deformations at bearing against the concrete. While not verified 
directly, if this test had been performed on epoxy-coated bars with coating thicknesses within the range 
required by ASTM A775-07b, we would expect the ratio of pullout loads to be higher than reported here 
and to exceed the minimum of 85 percent required by ASTM A775-07b.  
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Figure 1. Method for determining relative rib area, Rr (from ACI 408.3-01). 
 
 


 
Figure 2. Photograph of the forms used to cast the pullout test samples. Note that the test bars are 
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Figure 3. Reinforcing in A944-10 pull out specimens. 
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Figure 4. Relative bond strength test apparatus.  
 
 


 
Figure 5. View of the free end of the specimen, showing the attached LVDT. 


Load cell 
and ram 


LVDTs 


LVDT 
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a)  
 


b)  
Figure 7. Representative photographs of uncoated (a) and coated (b)  
specimens after pullout failure. 
 







  


 
 
 
 
 
 
 
 
 
 
 
 
 
 
 
APPENDIX A - DESCRIPTION OF SAMPLE COATING PROCEDURES AND FTIR 
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DuPont Industrial CoatingSolutions 
9800 Genard Rd. 
Houston, TX  77041-7624
Tel: (713) 939-4000 
Fax: (713) 939-4028 
www.dupontpowder.com


Alesta®, Nap-Gard® and Cormax® are registered trademarks of E.I. du Pont de Nemours and Company.  Only DuPont makes Alesta®, Nap-Gard® and 
Cormax®.


July 28, 2011 John Lawler P.E. Wiss, Janney, Elstner Associates, Inc. 330 Pfingsten Rd. Northbrook, IL 60062 


John,
This document is in reference to the relative bond strength testing which was performed for DuPont on our FBE product Nap-Gard® 7-2750 green rebar coating. 
Nap-Gard® 7-2750 is a thermosetting epoxy powder coating designed to be applied to pre-heated rebar and to cure with the residual heat of the pre-heated bar. This coating has been developed to provide excellent corrosion resistance while maintaining a high degree of flexibility. 
Both the coated and black rebar sent for testing was provide by an applicator in Tulsa OK and are from the same stock of steel that was in use at the time of application. The coated rebar was prepared using the following application method: 


 The rebar was blasted to SSPC-SP 10/NACE No.2 near white metal condition with a 2 mil profile. 
 The rebar was then pre-heated by induction coil with a temperature of 450ºF as it entered the application booth. 
 The temperature of the coated bar as it left the application booth was measured as 420ºF. 
 The time to quench was 30 seconds. 
 Spot inspection indicated a film thickness of 9 – 12 mils. 


I hope that this information is helpful in completion of this testing report. 


Best regards, 


Thomas Jeffers 
Technology Development Group Leader DuPont Industrial CoatingSolutions Powder Coatings Group 
Phone: 713-996-4668 Email: tom.e.jeffers@usa.dupont.com


Attachment: IR Scan of 7-2750. 


































BULLETIN 15 (Publication 35)


Qualified Products List for Construction
Posted: 


3/20/2018   8:01:22AM


Section 709: Reinforcement Steel


709.1(c)1 Epoxy Powder and Patching Material Manufacturers Last Revised: 10/6/2017


In accordance with Standard Special Provision C-a00022-A, which is effective for projects let after 12/4/15; the patching or repair material must be compatible with the coating, inert in concrete, and 
feasible for repairs at the applicator, fabricator, or in the field.


Table A: Approved Epoxy Coating Powders and Compatible Patching/Repair Materials


Product Ref. No.Name Compatible Repair Coating


3M Company, 3M Center, Building 0223-02-E-25, St. Paul, MN 551443M-07 15
Plant 1508 East Cedar Street  Angleton, TX 77515


Epoxy Powder Material (Manufacturer) Scotchkote 413 2015-093QScotchKote 323 R [SIECO]


Epoxy Powder Material (Manufacturer) Scotchkote 413 2017-201QValspar Greenbar Touch Up Coating Kit [VALSP3]


3M Company, 1840 Oxford Street East, London, Ontario Canada N5v 3r3MC-1 15
Plant Morden, Manitoba ROG 1JO


Epoxy Powder Material (Manufacturer) ScotchKote 413 2010-014QScotchKote 323 R [SIECO]


Akzo Nobel Coatings, Inc., 20 Culvert Street, Nashville, TN 37210 https://www.akzonobel.com/AKZNC 15
Epoxy Powder Resicoat RB-600 HKF30R 2013-141QBBarPatch 803 [ARMIN]


Epoxy Powder Resicoat RB-600 HKF30R-F 2013-141QBBarPatch 803 [ARMIN]


Epoxy Powder Resicoat RB-600 HKF30R-LG 2013-141QBBarPatch 803 [ARMIN]


Axalta Coating Systems, LLC, 9800 Genard Road, Houston, TX 77041 http://www.axaltacs.com/corporate/en_US.htmlAXACS 15
Formerly DuPont (DUPT3)


Epoxy Powder Nap-Gard 7-2750, 7-2750FC, 
7-2750SG


2012-176QNap-Gard 7-1868 [SPEPC]


Epoxy Powder Nap-Gard 7-2750, 7-2750FC, 
7-2750SG


2016-184QValspar Greenbar Touch Up Coating Kit [VALSP3]


Epoxy Powder Material (Manufacturer) Nap-Gard 7-2719 2001-037Q


Suspended: Until a compatible repair/patch material is approved, Nap-Gard 2719 is not approved for use on projects let after December 4th, 2015.


Valspar Corporation, 1101 S 3rd St, Minneapolis, MN 55415 http://www.valsparglobal.com/VALSP115
Epoxy Powder Greenbar 720A009 1992-289Valspar Greenbar Touch Up Coating Kit [VALSP3]


Valspar Corporation, 10300 Claude Freeman Drive, Charlotte, NC 28262 http://www.valsparglobal.com/VALSP215
Epoxy Powder Material (Manufacturer) Greenbar 720A009 2009-079QValspar Greenbar Touch Up Coating Kit [VALSP3]
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