/N

RANGIN ZEREH

Protective, Marine and Powder Coatings

TRANSOCEAN
-

Since 1959

Transpoxy Masterbond

Product description.

Transpoxy Masterbond 468 is an high solids primer/coating with excellent anticorrosive properties under severe corrosive
conditions. The product hasanincreasedtolerance to damp substrates and can be used at temperatures down to 0°C.
Transpoxy Masterbond 468 offers good adhesion to blast cleaned steel, weathered (shop) primers as well as a variety of aged
coatings. In maintenance conditions it tolerates a lower degree ofsurface preparationandcanbeusedincombination with
mechanical powertoolingorhigh pressure water jetting as surface preparation. Due to its phenolic functional epoxy-amine
crosslinking, the products offers good chemical resistance againstvarious fuels and hydrocarbons.

Physical properties.

Product code 468-IR
Colour Redbrown(309), Grey (827)
Texture Semi-gloss

Volume Solids Approx. 76%

Specificgravity 1.4 +0.05g/ml

vocC Approx.220g/liter
Flashpoint Base>25°C,Hardener>40°C

Usage data

Film thickness

Dry filmthicknessper

Wetfilmthickness per

Theoretical spreading

coat(um) coat(um) rate (m?/l)
Range 100 - 300 125 -375 8-27
Recommended 150 190 53
Mixing ratio By volume, baseto hardener: 74 :26
Curing Times Substrate temperature

10°C 23°C 30°C

Touch dry 12 Hours 4 Hours 3 Hour
Dry to handle 24 Hours 16 Hours 10 Hours
Fullcure 10 Days 7 Days 5 Days
Potlife 4 Hours 2 Hours 1 Hour

Drying and curing times are determined under controlled te mperatures and relative humidity below 85 %, and at average of
the DFTrange forthe product and should be considered as guidelines only.
The actual drying time/times maybe shorter orlonger, dependingon film thickness, te mperature, ventilation, humidity,

preceding paint system etc.

Recoating intervals -

see application section Substrate temperature

10°C 23°C 30°C
Recoated with Min Max Min Max Min Max
Single pack products - - - - - -
2-pack products 16 Hours Indefinite 12 Hours Indefinite 8 Hours Indefinite

Recoatinginformationis givenfor guidance onlyand subject to | ocal climate and environmental conditions. Consult yourlocal
Transoceanrepresentative for s pecific recommendation.

As a generalrule, the bestintercoat adhesionis achieved when the subsequent coatis applied before the preceding coat has
been fullycured. After prolonged exposure times it may be necessary to roughen the surface to ensure intercoat adhesion.
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Surface Preparation.

Steel - Blast cleaning

All surfaces shouldbe clean, dryandfree fromcontamination. Surfaces should be treated inaccordance with 1SO 8504:2000. All
edges shall be groundto a minimum radius of 2mm. Remove weld spatter and smooth weld seams by using disc grinders,
chippinghammers or other suitable power tools. Sharp edges, weld seams, corners and otherareasthatare likelyto receive less
dry film thickness than specified, should be stripe coated.

The surfaces shall be blast-cleaned to min. Sa 2% (1SO 8501-1:2007). The surface profile andthe anchor patternshallbe
between40pumand 70 um.

The abrasives shallbe free from oil, grease, moisture, chloride contamination etc.

Minor repair / Touch-up

All surfaces should be clean, dryandfree fromcontamination. Surfaces should be treated inaccordance with SO 8504:2000. Any
corroded areas should be prepared by power-tool cleaning or water jetting.

Power-tool cleaning to min. St 2, preferably St 3 (1SO 8501-1:2007). Care shallbe taken to ensure that power-tool cleaning does
notpolish the steel surface. Ifthe surface being prepared lies adjacent to a coated surface, the powertool cleaning shall overlap
the coated surface byatleast 25 mm and the coated surface shall be feathered.

Waterjetting in accordance to ISO 8591-4: 2006 to a cleanliness of Wa 2 or better for atmospheric exposure. Acce ptable flash rust
degreeis M (medium) but degree L(light) is preferred.

A waterpressure of atleast of 1000 bar (approx. 15.000 psi) is recommended.

Major repair/ Refurbishment

All surfaces should be clean, dryand free fromcontamination. Surfaces should be treated in accordance with SO 8504:2000.
Corroded areas to be prepared byblast cleaning or water jetting.

Blast Cleaning: The surfacesshallbe blast-cleaned to min. Sa 2% (SO 8501-1:2007). The abrasives shall be free from oil, grease,
moisture, chloride contamination etc.

Water jetting: Water jetting in accordance to 1SO 8591-4: 2006 to a cleanliness of Wa 2,5. Acceptable flash rust degree is M (medium)
butdegree L(light) is preferred.

A waterpressure of atleast of 1000 bar (approx. 15.000 psi) is recommended.

Alternatively a suitable primingsystemcanbe used. When recoating zinc primed products, ensure the primer has been fully
cured. Zincsalts products shall be removed by high pressure fresh water cleaning. Contact yourlocal Transocean office for
more information.

Steel - Power-tool Cleaning

All surfaces shouldbe clean, dryand free fromcontamination. Surfaces should be treated in accordance with SO 8504:2000.
Power-tool cleaning to St 3 (1SO 8501-1:2007). Care shall be takento ensure that power-tool cleaningdoesnot polish the steel
surface. If the surface beingprepared lies adjacent to a coated surface, the power tool cleaningshall overlap the coated
surface byatleast 25 mm andthe coated surface shall be feathered.

Water jetting

Surfaces should be treated inaccordance with ISO8504:2000. Al surfacesshould be clean, dryand free from contamination.
Waterjetting in accordance to 1SO 8591-4: 2006 to a cleanliness of Wa 2 or better foratmospheric exposure and Wa 2,5 for
immersion. Acceptable flash rust degree is M (medium)but degree L (light) is preferred.

A waterpressure of atleast of 1000 bar (approx. 15.000 psi) is recommended.

Coated substrates

All surfaces should be clean, dryand free from contamination. Surfaces should be treated inaccordance with 1SO 8504:2000.
Ensure compatibility of the coated substrates with the selected paint system. Ifthe remaining part of the existing coating
systemneeds to be sweep-blasted, fine abrasive shall be used to avoid damage to the coating system.

When recoating aged coated substrates, damaged areas must be removed backto a firm edge. Light abrade or sweep-blast the
surfaceinorderto provide a physicalkeyforadhesion.

When recoating zinc primed products, ensure the primer has been fullycured. Zincsalts products shallbe removed by high
pressure fresh water cleaning.

ContactyourlocalTransocean office for more information.
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Application.

Mixing
The productis supplied in 2 containers as a unit. Always mixa complete unitinthe proportions supplied. Donot mix more material
than canbe used within the specified pot life.

- Stirthe base (Part A) witha clean mechanical mixer.
- Then add the entire contents of Curing Agent (Part B) and mix thoroughly.

Avoid too vigorous mixing as it leads to inairinclusion, which mayresultinpoorapplication results. If
thinnerisrequired, onlyadd after mixing ofthe two components.

Irres pective ofthe substrate te mperature, the advised minimum temperature ofthe mixed paintis 15 °C. At lowertemperatures,
more thinnermaybe requiredto obtaina proper application viscosity, which mayresultin lowersagresistance and slower
curing.

Conditions

The temperature of the substrate shouldbe atleast 10°Cand atleast 3°Cabove the dew point of the air. Temperature

and relative humidity should be measuredin the vicinity of the substrate.

In general, the maximum recommended surface temperature is 40°C. Higher steel temperatures are acceptable provided dry-
sprayisavoided by properspray application and extra thinning if required. In extreme cases it maybe necessaryto reduce film
thickness in order to avoid sagging.

When applyingthe paintin confined s paces, provide adeq uate ventilation during applicationand drying. Observe local regulations.
Please contact yourlocal Transocean representative for a specificrecommendation.

Methods

Guiding data Airless spray Pressureatnozzle 180 - 250 bar
Nozzlesize 0.41-0.58 mm
Sprayangle 40 - 80 degrees
Volume ofthinner 0-5%

Guiding data Airspray Pressure Notapplicable
Nozzlesize
Volume ofthinner

Brush / Roller Suitable. Multicoats maybe needed to achieve the s pecified dry film thickness. Volume of
thinner:0-5%.

Thinner Transocean Epoxy Thinner 603
If thinning is necessary, this should be added after mixingof the two components. The
recommended level of thinneris dependent on thickness and conditions. In certain
circumstances, it may be required to exceed the stated level of thinner.
However, as a general rule do avoid excessive thinning as it willresultin lower sag resistance
and slower cure.Inadditionit maycause solvent entrapment, possiblyrisking blistering,
pinholing and/or other coating defects.

Cleaner Transocean Epoxy Thinner 603
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Film thickness.

The paint must be appliedas a continuous layer and as close to the specified wet film thickness as possible. Use a wet film
thicknessgauge to verifythat the correct wet film thickness is applied.

Overapplication, excessive thinning, wrong application techniques etc. mayleadto runs andsaggingof the paint. When the paint
is still wet, such effects canbe rectified by brushingoutthe defected areas.

When the defectis noticed after curing of the paint, repairthe affected areas by disc sandingto anevensmooth surface and apply
an additional coat of paint.

Stripe Coating.

Stripe coatingmay be required to achieve the specified filmthicknesson specific areas such as edges, corners, weld seams etc. Use
a round brushand ensure proper wetting ofallareas. Avoid excessive application as it willlead to brush marks and mayalso result
inairentrapment, which is detrimental to the paint’s performance.
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Additional Product information

Storage and shelf life

The product must be storedin accordance with nationalregulations. The cans areto be keptina dry, cool, well ventilated s pace
and awayfrom source of heatandignition. Cans must be kept tightly closed and keptinoriginalcontainers untilrequiredfor
use.

Partlyusedcontainers should be re-sealed securelyandstored accordingto the recommended manner. (See section 7 of relevant
MSDS).

Health and safety

Observe the precautionary notices onthe label of the container. Amaterial safety data sheetis available upon requestand
national or local safety regulations should be followed. This productis intended for use by professional applicators.

As a generalrule, avoid skin-and eye contact by wearing overalls, gloves, goggles, mask, etc. Sprayingshould be carried out under
well-ventilated conditions. This product contains flammable materialsand should be keptaway from sparks and open flames.
Smokinginthe areashould notbe permitted. Avoid the inhalation of vapours and particulates by the provisions of good natural
ventilation s ufficient to keep air-borne concentrations below the Occupational Exposure Standards during the application and
drying of paint films.

In operations where natural ventilationis insufficient to a chieve this - e.g. paintingwork inenclosed areas - exposure should be
controlled bythe use of localexhaust ventilation. When this is not reasonably practicable, suitable respiratory protective
equipment must be worn. For sprayapplication orwhen OES's are likely to be e xceeded, use the respiratory equipment as
recommended inforinstance BS4275:1974. This spedfication gives advice on selection, use and maintenance ofvarious types of
breathing apparatus. Protect other persons in the area.

Disclaimer

The informationin this data sheetis providedto the best ofour knowledge. However, we have no control over either quality or
condition of the substrate and other factors affectingthe use and application of this product. Therefore, we cannot accepta ny
liability whatsoever or howsoever arising fromthe performance of the product or foranyloss or damage arising fromthe use of
this product. Users shouldfirst carryouttheir own trials to ascertain the suitability of the product for theirintended purpose.

This Data Sheet supersedes all previous Data Sheets supplied to you relatingto this product. It contains important information
which must be communicated to the user. The user must satisfy himself of the suitability of the product for the intended
applicationandsurface, as surface and application conditions are beyond our control. The user must also satisfy himselfof the
suitability of the productincircumstances otherthat those set outinthis data sheet. The user should also maintain approp riate
control procedures. Should furtherinformation be required, please contact our Technical Department.

Transocean Coatings employa policy of continuous development and the technical data could be revised as a result of
experience or new information becoming available.

MID Number 468-100

Date of issue: JAN 2022
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