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Report ID : 229149

Report Information

Submitting Organisation 00121987 : Cla-Val

Account : 143091 : Cia-Val

AWQC Reference : 143091-2017-CSR-1 : Prod Test: DN40 Model 90 Valve

Project Reference : PT-3219

Product Designation : 90-01 AKX Hydraulic Control Valve (DN40 Representative Sample)

Composition of Product : Epoxy Coated Ductile Iron (see attachment).

Product Manufacturer : Cla-Val, Beamsville, ON, CANADA.

Use of Product : In-Line/Hydraulic Control Valve.

Sample Selection: As provided by the submitting organisation.

Testing Requested : ASINZS 4020:2005 TESTING OF PRODUCTS FOR USE IN CONTACT WITH
DRINKING WATER

Product Type : Composite

Samples : Samples were prepared and controlled as described in Appendix A of AS/NZS 4020:
2005

Extracts : Extracts were prepared as described in Appendix C, D, E, F, G, H.

Project Completion Date 05-Jul-2018

Project Comment : The results presented herein demonstrate compliance of 90-01 AKX Hydraulic

Control Valve (DN40 Representative Sample) to AS/NZS 4020 when tested at the 'in
-the-product’ exposure with a 0.05 scaling factor at 40°C £ 2°C.

PLEASE NOTE THAT THIS REPORT SHALL NOT BE REPRODUCED EXCEPT IN FULL

THE RESULTS STATED IN THIS REPORT RELATE TO THE SAMPLE OF THE PRODUCT SUBMITTED FOR
TESTING. ANY CHANGES IN THE MATERIAL FORMULATION, PROCESS OF MANUFACTURE, THE METHOD
OF APPLICATION, OR THE SURFACE AREA-TO-VOLUME RATIO IN THE END USE, COULD AFFECT THE
SUITABILITY OF THE PRODUCT FOR USE IN CONTACT WITH DRINKING WATER

Peter Christopoulos
APPROVED SIGNATORY
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Summary of Results
APPENDIX RESULTS

C — Taste of Water Extract

Passed at the in-the-product exposure with a scaling
factor of 0.05 applied.

D — Appearance of Water Extract Passed at the in-the-product exposure with a scaling
factor of 0.05 applied.
E — Growth of Aquatic Micro-organisms Passed at the in-use exposure.
F = Cytotoxic Activity of Water Extract Passed at the in-the-product exposure with a scaling
factor of 0.05 applied.
G = Mutagenic Activity of Water Extract Passed at the in-the-product exposure with a scaling
factor of 0.05 applied.
H — Extraction of Metals Passed at the in-the-product exposure with a scaling
factor of 0.05 applied.
Test Methods
Test(s) in Appendix AWQC Test Method Reference Method
Cc T0320-01 AS/NZS 4020:2005
D TO029-01 & TO018-01 APHA 2130b
E TO014-03 APHA 45000 C
F TM-001 AS/NZS 4020:2005
G TM-002 AS/NZS 4020:2005
H TIC-008 EPA200.8

Summary Comment :

/\

Product range to include DN40 - DNSOO.
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FINAL REPORT
ReportID : 229149
CLAUSE 6.2 Taste of Water Extract

Sample Description

Extraction Temperatur

Test Method
Test Information
Scaling Factor

Results

Evaluation

Number of Samples

Test Comment

Peter Christopoulos

APPROVED SIGNATORY

Z\

The valve was tested at the in-the-product exposure. Each valve held approximately
500 mL of water. Extracts were prepared using 1000 mL volumes of 50 mg/L hardness
water.

85°C £ 2°C.

Taste of Water Extract (Appendix C)

A scaling factor of 0.05 was applied.

Not detected (sample and controls).

The product passed the requirements of clause 6.2 when tested at the in-the-product
exposure with a scaling factor of 0.05 applied.

4.

Panellists detected chemical, medicinal, phenolic and plastic tastes when tested with a

0.05 scaling factor at 85°C. Test repeated at 40°C with 0.05 scaling factor where no
tastes were detected thus meeting the requirements of Clause 6.2.
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CLAUSE 6.3 Appearance of Water Extract
Sample Description The valve was tested at the in-the-product exposure. Each valve held approximately
500 mL of water. Extracts were prepared using 1000 mL volumes of 50 mg/L hardness
water.
Extraction Temperatur 85°C £ 2°C.
Test Method Appearance of Water Extract (Appendix D)
Scaling Factor A scaling factor of 0.05 was applied.
Results
Test (- Blank) Maximum Allowed Units
Colour <1 5 HU
Turbidity <0.1 0.5 NTU
Evaluation The product passed the requirements of clause 6.3 when tested at the in-the-product
exposure with a scaling factor of 0.05 applied.
Number of Samples 3.
Test Comment Increase turbidity detected in the final extracts when tested with a 0.05 scaling factor at
both 85°C and 40°C. The submitting organisation modified exposed threaded areas
where corrosion was observed, test repeated to meet requirements of Clause 6.3.
Andrew Ford
APPROVED SIGNATORY
NATA Corporate Accreditalion No.1115
Chemical and Biological Tesling
v Accredited for compliance wilh ISO/IEC 17025
ABN 69336525019 A business unit of the South Australian Water Corporation
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CLAUSE 6.4

Sample Description

Test Method
Inoculum
Scaling Factor

Results

Evaluation

Number of Samples

Test Comment

<
Thuy Diep
APPROVED SIGNATORY
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Fax: 1300 883 171

Growth of Aquatic Micro-organisms

internet: www.awqgec.com
Emall: awqc@heawater.co

600
[ 1)

Australian

The non-metallic components were immersed at the in-use exposure. The surface area
was in the range 1000 mm?2 per Litre and 15,000 mm? per Litre. Extracts were prepared

using 1000 mL volumes of test water.

Growth of Aquatic Micro-organisms (Appendix E)

The volume of the ihoculum was 170 mL

Not applied.

Mean Dissolved Oxygen

Mean Dissolved Oxygen Differenc

Control
Positive Reference
Negative Reference

Test

The product passed the requirements of clause 6.4 when tested at the in-use

exposure.

1.

Not applicable.

T 3 <
e

Corporate Accreditation No.1115
Chemical and Biological Tesling
Accredited for compliance with ISO/IEC 17025

8.0 mglL
6.1 mgiL
0.3 mg/L

1.20 mgiL
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CLAUSE 6.5

Sample Description

Extraction Temperatur
Test Method

Scaling Factor
Results

Evaluation

Number of Samples

Test Comment

Brendon King

APPROVED SIGNATORY
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Cytotoxic Activity of Water Extract

The valve was tested at the in-the-product exposure. Each valve held approximately
500 mL of water. Extracts were prepared using 1000 mL volumes of 50 mg/L hardness
water.

85°C £ 2°C.

Cytotoxic Activity of Water Extract (Appendix F)
A scaling factor of 0.05 was applied.
Non-cytotoxic.

The product passed the requirements of clause 6.5 when tested at the in-the-product
exposure with a scaling factor of 0.05 applied.

The test extracts and blank extracts were used to prepare nutrient growth medium and
subsequently used to grow a cell line (ATCC Number CCL 81) in the analysis. In
addition zinc sulphate (0.4 mmol) was used for the positive controi in the analysis.

Corporate Accredlitation No.1115
Chemical and Biological Tesling
Accrediled for compliance wilh ISO/IEC 17025
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CLAUSE 6.6 Mutagenic Activity of Water Extract
Sample Description The valve was tested at the in-the-product exposure. Each valve held approximately
500 mL of water. Extracts were prepared using 1000 mL volumes of 50 mg/L hardness
water.
Extraction Temperatur 85°C £ 2°C.
Test Method Mutagenic Activity of Water Extract (Appendix G)
Scaling Factor A scaling factor of 0.05 was applied.
Results
Bacteria Strain Number of Revertants per Plate
S9 Blank Sample Extract Positive Controls
Salmonella typhimunum TA98 - 39, 32, 38 36, 49, 47 3637, 3539, 3475 NPD (20ug)
Mean t Standard deviation 36.313.8 440+7.0 3550.3 +81.6
+ 21,16, 14 31, 25, 21 2878, 3094, 3563 2-AF (20ug)
Mean + Standard deviation 17.0+36 257+5.0 3178.3 £ 350.2
Salmonella typhimurium TA100 - 525, 564, 574 505, 525, 539 1054, 1209, 1139 Azide (1.0ug)
Mean + Standard deviation 554.3+259 523.0+17.1 1134.0+77.6
+ 271, 306, 312 278, 254, 281 2031, 2024, 1926 2-AF (20ug)
Mean + Standard deviation 296.3 +22.1 271.0+14.8 1993.7 £ 58.7
Salmonella typhimunum TA102 - 850, 923, 852 892, 926, 1010 3104, 3197, 3016 Mitomycin C(10ug)
Mean + Standard deviation 875.0+41.6 9427 +60.7 3105.7 £ 90.5
+ 919, 870, 725 961, 897, 946 2410, 3147, 3077
Mean * Standard deviation 838.0 £ 100.9 934.7 £33.5 2878.0 + 406.8

OO0

Comments S9 was used as a metabolic activator. NPD (4-nitro-o-phenylenediamine), Azide, and
Mitomycin C are specific positive controls for strains TA98, TA100 and TA102
respectively while 2 - AF (2-aminofluorene) when used in conjunction with S9 is a
positive control for both TA98 and TA100

Evaluation The product passed the requirements of clause 6.6 when tested at the in-the-product
exposure with a scaling factor of 0.05 applied.

Number of Samples 1.

Test Comment Not applicable.

Peter Christopoulos
APPROVED SIGNATORY
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CLAUSE 6.7

Sample Description

Extraction Temperatur

Test Method

Scaling Factor

Method of Analysis

Results

Final Extract
Antimony
Arsenic
Barium
Cadmium
Chromium
Copper
Lead
Mercury
Molybdenum
Nickel
Selenium
Silver

Evaluation

Number of Samples

Test Comment

Extraction of Metals

The valve was tested at the in-the-product exposure. Each valve held approximately
500 mL of water. Extracts were prepared using 1000 mL volumes of 50 mg/L hardness
water.

85°C £ 2°C.

Extraction of Metals (Appendix H)

A scaling factor of 0.05 was applied.

All methods used to determine concentrations of metals are based on those
described in the 21st edition of Standard Methods for the Examination of Water and
Wastewater published by the APHA, AWWA and WEF (2005). The methods have
been adapted for the instrumentation in use at the Australian Water Quality Centre .
Concentration of the metals described in Table 2 of the AS/NZS 4020:2005 are
determined as follows:

Antimony, Arsenic, Barium, Cadmium, Chromium, Copper, Lead, Mercury,
Molybdenum, Nickel, Selenium and Silver by Inductively Coupled Plasma Mass

Limit of Reporting Blank Test 1 Test 2 Max Allowed
mg/L mg/L mg/L mg/L mg/L

0.0005 <0.0005 0.0018 0.0009 0.003
0.0003 0.0003 <0.0003 <0.0003 0.007
0.0005 0.0016 0.0539 0.0536 0.7
0.0001 <0.0001 <0.0001 <0.0001 0.002
0.0001 <0.0001 0.0003 0.0003 0.05
0.0001 0.0011 0.0025 0.0021 2.0
0.0001 <0.0001 0.0005 0.0004 0.01
0.00003 <0.00003 0.00006 0.00006 0.001
0.0001 <0.0001 0.0002 0.0001 0.05
0.0001 <0.0001 <0.0001 <0.0001 0.02
0.0001 <0.0001 0.0003 0.0001 0.01
0.00003 <0.00003 <0.00003 <0.00003 0.1

The product passed the requirements of clause 6.7 when tested at the in-the-product
exposure with a scaling factor of 0.05 applied.

1.
Not applicable.

e
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' ' -” DWG# 211154 Rev. -
mw CLA-VAL Epoxy Coating Instructions for Australian Valves:
BLA-VAL poxy a9

RECORD OF REVISIONS AND ALTERATIONS
REVISION PAGE/PARAGRAPH DESCRIPTION OF JUSTIFICATION FOR ECO#
REVISION REVISION
- - Original Issue N/A 26038
1.0 Scope

1.1 This procedure covers the requirements for applying protective coating of epoxy powder by the heat fusion process to
valves and parts for use in Australia.

2.0 Material
2.1 Epoxy powder must meet the performance requirements of AS/NZS 4158:2003 and must comply with the water quality
requirements of AS/NZS 4020:2005.

3.0 Procedure Standards
3.1 This procedure shall be in accordance with “AS/NZS 4158:2003 Thermal-bonded polymeric coatings on valves and fittings
for water industry purposes. “

4.0 Surface Preparation

4.1 All deposits of oil or grease should be removed by placing parts in degreasing unit for minimum 15 min. Water should be
180°F at the nozzle. Use detergent that is a heavy duty alkaline. See tech. data for concentration.

4.2 All parts shall be blast cleaned to a "white metal finish" by using walk-in abrasive blasting room. Media to be used, 20/40
CARBOHSP ceramic.
Definition: a "white metal" blast cleaned surface finish is defined as a surface with a gray-white, uniform metallic color. The
surface, when viewed without magnification, shall be free of all oil, grease, dirt, visible mill scale, rust, corrosion products,
oxides, paint, or any other foreign matter.

4.3 Parts are moved from blasting machine to oven in shortest possible elapsed time to prevent rust or other contamination.

4.4 Blast cleaning operations shall be conducted in such a manner that no damage is done to partially or entirely completed
portions of the work. Mask as required.

4.5 Blast operations shall not be conducted on surfaces that will be wet after blast cleaning and before epoxy application or
when ambient conditions are such that any visible rusting might occur before the epoxy coating is applied.

4.6 If any rust forms after blast cleaning, the surfaces shall again be sandblasted before coating.

5.0 Interior & Exterior Protective Coating Procedure

5.1 Mask off all holes and surfaces marked “MASK” per individual part pages (pages 5 through 12) or otherwise specified.

5.2 Place parts in oven and heat the parts to 400°F. Leave in oven for sufficient time to ensure uniform surface temperature.

5.3 Remove parts from oven and immediately transfer them to the application booth.

5.4 Apply epoxy powder using an electrostatic spray gun. See pages 5 through 12 for epoxy thickness unless otherwise
specified.

5.5 For 4” (100mm) or smaller bodies, return parts to oven and heat cure the applied epoxy for a minimum of twenty (20)
minutes at 400°F. For larger bodies, leave in oven for sufficient time to ensure uniform curing surface temperature.

5.6 Remove parts from oven and allow to air cool.

5.7 Inspect parts to verify epoxy surface thickness per pages 4 through 12 or otherwise specified. No excessive sags, voids, pin
holes, valleys or blisters shall be allowed. If found, repair as necessary.

5.8 Remove masking, check for overspray and/or seepage, and clean all machined surfaces as required.
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5.9 Apply a thin coat of oil to masked surfaces after coating.
5.10Re-tap all unplugged tapped holes. Do not remove coated pipe plugs.
5.11Note: The following uncoated surfaces must be coated with epoxy paint at time of assembly:
5.11.1 Uncoated cover surfaces around cover bearing
5.11.2 Uncoated body surfaces around seat
5.11.3 Uncoated disc retainer surfaces around stem
5.11.4 Uncoated diaphragm washer surfaces around stem nut
5.11.5 Uncoated powertrol body surfaces around bearing

6.0 Quality Assurance
6.1 The quality assurance department shall perform periodic "in process" inspection to ensure compliance with this procedure.
6.2 The quality assurance department shall perform epoxy coating Holiday testing and reporting per invoice request only with

extra charges.

7.0 Holiday Testing Procedure (only when requested)
7.1 Parts are routed to inspection area for Holiday test.
7.2 Each part is checked by means of a Holiday Detector. Grounding clamp is placed on bare metal area and sponge swept over
epoxy surfaces. Any voids or thin areas will be detected by a beeping noise from the tester, caused by a complete electrical

circuit through the part.
7.3 Any defects found are routed back to the epoxy department for repair or stripping and reapplication of epoxy until part

passes Holiday test.
7.4 Production work order is stamped by inspector and part is routed to stock area. *NOTE: all parts subject to Holiday test are

given specific Cla-Val part numbers in order to keep them separate from standard production.

APPROVED EPOXY COATING MATERIAL
(Epoxy material must be approved by Cla-Val Engineering)

¢ AkzoNobel Powder Coating, Interpone Powder Coatings, Resicoate R4-ES Fusion Bonded Epoxy (See Product
Data Sheet for specifications).
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How to measure?
How to measure?

1 check point (MP) directly on the epoxy surface:

Check point
o [f check point (MP) is equal or between min. / (mpP

max. tolerances then check point is accepted.

e If check point (MP) < tolerance min. then apply
rule “check point < tolerance min.”

e If check point {MP) > tolerance max. then apply
rule “check point > tolerance max.”

Check point < tolerance min.

If 1 check point (MP) is out of tolerance, (< tolerance min.)
we allow the average of measures 1-2-3 (within a 10cm
MAX. radius) instead of the MP:

e If the average of measures 1-2-3 is 2 tolerance
then check point (MP) is accepted.

e If the average of measures 1-2-3 is < tolerance
then check point (MP) is rejected.

Without indication, epoxy thickness
Check point > tolerance max. Must be <= tolerance max.

If 1 check point (MP) is out of tolerance, (> tolerance min.)
and the average of the measures 1-2-3 is > tolerance max.

11/2-10in min 300

STD: 350

DN40 - DN250 max 500
; is rai . 12- 24in ) min 300

then check point (MP) is rejected: on300-pNeoo | STP: 390 faroieo0
28in & larger STD: 350 min 300

If, in the table of thickness specification, the tolerance JN700 8 larger umax500

max. is with an indication (*), the check point can be
accepted but pay special attention in the future to
optimize thickness.

With indication, epoxy thickness
can be > tolerance max.
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Q

™

Diaphragm washer:

B (2x)

A (2x)

D (2x)
the right coating finish (D):

MASK HOLE
(DIAPHRAGM WASHER)

(1) A/B/C/D/E: 10 check point thickness per table below.
(2) D: Coating as per above drawing.
(3) Internal hole to be masked as indicated.

Thickness specification for Diaphragm washers:
Check Points (um)

. i min3s0 [ min3s0 || “min350 | min 350
All Sizes STD: 400 - i STD: 400 —‘ STD: 400 *max 500 ) max S00

Acceptance Test:
All points equal or between min / max. tolerances.
*max. tolerance is a recommendation and thickness can be > tolerance max.
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BLA-VAL poxXy ~oathg

Disc Retainer:

MASK HOLE MASK

7

MASK HOLES

MASK

(RETAINER, DISC) (RETAINER, DISC)

(1) A/BIC/E: 8 check point thickness per table below.
(2) D: Sizes 1 1/2” through 47, visual only. 6" and larger, 2 check point thickness per table below
(3) Internal hole to be masked as indicated.

Thickness specification for Disc Retainer:
Check Points (um)

11/2"-10n | . [min350 [] .. [ min350 | ] min 350 mn70 BN . min 350

onso-Dn2so| ST 4% fsmaxsoo | STOT4%° | maxsoo ||| STP¢ 400 ke max 150 STD:400 | ax 500

12-24in . min 350 ] min 350 | . ‘ ] min150 | ) min 350

DN300 - DN60O S *max 500 ol max 500 || S max 500 ;. . max 250 j STD: 400 max 500

28in & larger min 350 min 350 min 350 § min 250 min 350
H d H 5 R : 400

on7008 farser | STP490 |ar o eool| STO: 40 [ oveoo STD:400 | o] STD:300 ey STD: 40 =

Acceptance Test:
All points equal or between min / max. tolerances.
*max. tolerance is a recommendation and thickness can be > tolerance max.

www . cla-val.com DWGH 211154 Rev, - Page 6 of 12




:

DWG# 211154 Rev. -

Il CLA-VAL Epoxy Coating Instructions for Australian Valves:
BIA-AL boxy —oaTne

Cover:
INSTALL PIPE
PLUG HAND TIGHT
IN NPT OR ISO 7/1
TAPPED HOLES

INSTALL PIPE
PLUG HAND TIGHT
INNPTORISD 7/1
T TAPPED HOLES

XA |

ﬁl P

(COVER}

(1) A/B/C/D/E/F: 14 check point thickness per table below.
(2) Internal hole to be masked as indicated.

Thickness specification for Cover:
heck Poit (um)

min 350 |

11/2- 10in e | min300 | min3oo i i min 350 ] min 300
ongo-on250| ST27350 |emaaoof| ST% 3O | maxaco | ST 350 maxsoo [ STP4C | faxs00 Lot max 350
12- 24in . min 300 [ . min300 | . min 350 . min 350 . min 300
DN300 - DN600 STD: 400 *max 500 | STD: 400 max 500 | - SIREo0 max 500 STO: 400 max 500 ST max 350
28in & larger min 300 | min 300 M min 300 min 350 M8 min 350 min 300
5 | 5 3 ) 8 ¢ D: 400 STD:
DN700 & larger Sl *max 600 ] 5% | max 600 il *max 600 pLHGES max 500 ll max 500 SRR max 350
Acceptance Test:

All points equal or between min / max. tolerances.
*max. tolerance is a recommendation and thickness can be > tolerance max.
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Body (Globe):

Sy
rf T
\

90 (FOR*167) _
36" po0.0)] —

H(2x

firok 24+ (100.01)

S

INSTALL PIPE (BODY SEAT AREA)
PLUG HAND TIGHT {FOR 8"-16", 24" & 30" 5IZES)
IN NPT OR 150 7/1 ~

TAPPED HOLES

{BODY, GLOBE 100G)

L
(test of acetone)

COAT

(NSTALL FIPE
PLUG HAND TIGHT
N NPT OR 50 7/1
TAPPED HOLES

C (4x {BODY, GLOBE}

MASK HOLES
COAT

i

M”"""":O; —_ g <t INSTALL PIPE
PLUG HAND TIGHT

IN NPT OR 150 7/1

TAPPED HOLES

2
Yosh of acibons {BODY, GLOBE, SCREWED)

(1) 40 check point thickness per table below.

Thickness specification for Body (Globe):
Check Points (um)

I
I i |
11/2-10in min350 || min 300 | min 350 min 300 min 300 min 350

ON40-DN250| STP:4%% furysool| 701250 [ermaxaonl] ST %% |smaxsoolll ™" 3%° *max 400 | STD:350 |yraxaoo | ST0%4%0 | smay spo
e BRI A B A | |y
s e [ a0 |03 1] stoiac0 [ 030 I stocaoo %o B stosaco [ oSN stocaoo | srora0 | PR
oz 2o | stosso |3 M soisoo |3 M soiaso oS smocaco | PR siszs | PRI ] stoian | TS
g 2in | soiaoo |30 W sroiaco |30 ] stoiaon T3Pl soraoo | POSTH soizzs | TRST L st | oS
Zonsioser | siaoo |30 I sroiaoo [0 soraco SOl stoaan [0S soisas | PRSI smeao | PORS
Acceptance Test:

All points equal or between min / max. tolerances.
*max. tolerance is a recommendation and thickness can be > tolerance max.
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CLA-VAL Epoxy Coating Instructions for Australian Valves:

™
-

Body (Angle):

\‘:: = ¢ 7~ coat

o

INSTALL PIPE
PLUG HAND TVWGHT
INNPTOR IS0 7/1
TAPPED HOLES

T .54 (FOR 5°-16%)
1,00 (FON 247 (100-01) & 367 (100-02)) __ |

(BODY SEAT AREA)
COAT
wMasK 7\ \ MASK HOLE

{FOR 8"-16", 23" 8 30" SIZES)|

& LN
r...{ ?__.. A . ’l BRTeD
MASK THREAD
4

INSTALL PIPE

PLUG HAND TIGHT

IN NPT OR IS0 7/1

TAPPED HOLES

{BODY, ANGLE, SCREWED)

MASK HOLES

COAT

INSTALL PIPE

PLUG HAND TIGHT
| INNPTORISO 7/1
TAPPED HOLES

(1) 40 check point thickness per table below.

Thickness specification for Body (Globe): e

Check Points (um)

11/2-10In min 350

min 300 | min 300
DN40 - DN250 STD: 400 *max 500 STD: 400 STD: 350 *max 400 STD: 350 *max 400
12 - 24in . min 350 i ] min 300 [ . min 300
DN300 - DN60O STD: 400 *max 500 STD: 400 B *max.500 | s *max 500
28in & larger . min 350 min 300 ) ) min 300 ) min 300
STD: 400 STD: 400 STD:400 |, - 600 i *max 600

DN700 & farger *max 600 ; *max 60!

11/2-10In min 350 [ . min 350 min 350 ) T min 300 | ) min 350
DNA40 - DN250 STD: 400 *max 500 | STD: 400 *max 500 STD: 400 STD: 400 *max 500 STD: 325 max 350 | STD: 400 max 500
12 - 24in . min3s50 | i min 350 | ) min 350 L min 350 § . min 300 . min 350
pnaoo-onsoo | TP 490 |upay 500 STD: 400 14 may s00 3 STO: 400 4rax 50 STO:400 |4 axsoo ST 325 | max 350 SID: o max 500
28in & larger . min 350 . min 350 ] min 350 [ . . min 300 ) min 350
DN700 & larger STD:400 1y ok soo )| STP: 40 *max 600 R *max 600] S0 STD:400 | 1y 350 Ml max 500

Acceptance Test:
All points equal or between min / max. tolerances.
*max. tolerance is a recommendation and thickness can be > tolerance max.
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Powerunit:

INSTALL PIPE

coar PLUG HAND TIGHT
IN NPT OR IS0 7/1
TAPPED HOLES
%,
e, I
i
I
—
-l L THIN SMOOTH
COAT IN GROOVE

MASK HOLE

{POWERUNIT)

INSTALL PIPE
PLUG HAND TIGHT
IN NPT ORISO 7/1
TAPPED HOLES

COAT

(POWERUNIT)

(1) A/B/C/D/E/FIG: 18 check point thickness per table below.
(2) Internal hole to be masked as indicated.

Thickness specification for Powerunit:
Check Points (1m)

min 350
*max 500
min 350
*max 600

[11/2-24m | _ min 350 |
ona0-DN6oo| S0 4% | emax s00

28in & larger min 350
DN700 & larger *max 500 |

STD: 400 STD: 400

min 350 |
| *max 600

STD: 400 STD: 400

STD: 400

11/2 -24In min 350 min 350 min 300 | min 300 max

onao—oneoo| ST 4% |emasoof| 490 | maxsoo [| S™32° |maxasof| STP:3% 350
28In & larger R min 350 || i min 350 || . min 300 | i min 300 max
on7o0 & targer | 572 400 | wmaygoof| ST 4% | maxsoo || ST%i3%5 | maxssol| STP132 350

Acceptance Test:
All points equal or between min / max. tolerances.
*max. tolerance is a recommendation and thickness can be > tolerance max.
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ﬂ_L?“‘ CLA-VAL Epoxy Coating Instructions for Australian Valves:

Cover Bearing Housing:

A (2x

MASK HOLE iv—- MASK
//f////// LiL

T Wl .o a4

mask —/

Ll L L L L L Cnsodiotn

AR
7

(HOUSING, COVER BEARING)

(1) A/B/C/D: 8 check point thickness per table below.

Thickness specification for Cover Bearing Housing:
Check Points (1m)

All Sizes min300 @ orp, L : M sto:a00 | TIN300

*max 500

Acceptance Test:
All points equal or between min / max. tolerances.
*max. tolerance is a recommendation and thickness can be > tolerance max.
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-Q

Orifice Plate Assembly:

MASK
/— COAT —| |25
L0
B T\ INSTALL PIPE
L PLUG HAND TIGHT
MACHINE IN NPT OR 150 7/1
SCREW TAPPED HOLES
ORIFICE PLATE
ORIFICE PLATE
HOLDER
(ORIFICE PLATE ASSEMBLY)

(1) A/B/C/D/E: 10 check point thickness per table below.

Thickness specification for Orifice Plate Assembly:
Check Poins (um)

11/2-10in ) min3so B min 350 min 300 N min 350 min 350
H | H : g STD: 400 STD: 400
DN40 - DN250 STO:400 | smaxsoo [ STPH490 | «ray s00 STD:350 | erax 400 . *max 500 *max 500
12-24In min 350 min 350§ min300 [ min 350 min 350
8 5 i B STD: 400 STD: 400
DN300 - DN600 D00 *max 500 = ELH *max 500 STD: 400 *max 500 i *max 500 *max 500
Acceptance Test:

All points equal or between min / max. tolerances.
*max. tolerance is a recommendation and thickness can be > tolerance max.
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Epoxy Coating: Appendix A

Quick Reference sheet.
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Interpon.

Powder Coatings

Resicoat R4-ES Fusion Bonded Epoxy

Product Data Sheet

Product Description:

Resicoat R4-ES is a functional fusion bonded epoxy powder coating designed for use on
valves and fittings in contact with potable water. Resicoat R4-ES typically offers full
corrosion protection of valves and fittings with excellent adhesion, excellent resistance to
cathodic disbondment, good flexibility, good chemical stability and excellent heat
resistance. The fast cure properties of Resicoat R4-ES make it suitable for applications
where consistent film thickness is required.

The Resicoat R4-ES series meets the performance requirements of AS/NZS 4158:2003
and complies with the water quality requirements of AS/NZS 4020:2005.

Powder properties*:

Chemical type
Particle size
Specific Gravity
Moisture
Stability

Gel Time

Film Thickness

Stoving Schedule
(For Valves and Fittings)

Epoxy

Suitable for electrostatic spray or fluid bed

1.3 +/-0.1

0.7% max

6 months at 25°C

20 + 7 seconds at 200°C

>300 pm external, >350 um internal

Spray - 10 minutes at 180°C (metal temperature) or
equivalent

Dip — preheat to (metal temperature) > 195°C, no post cure
required if > 6mm wall thickness

Film Properties*:

Impact Resistance
Flexibility

Cathodic
Disbondment

Hot Water Immersion
Water Absorption

Abrasion Resistance

AS/NZS 4158 >2.0J

Section 2.3.5

AS 3862 No cracking @ 0°C and 1% strain
AS 3862 Appendix M 28 day r < 15mm

28 day at 23°C

AS 3862 Rating < 1

14 days at 50°C

AS 3862 <4%

100 days at 23°C

ASTM D4060 < 40mg loss

CS17, 100Qg, 1000 cycles

Thermal Stability AS 3862 No cracking at 1.0% strain
100 days at 100°C
Ultraviolet Radiation = ASTM D2565 Type B No cracking at 1.0% strain
100 days
Effect on Water Taste of Water AS/NZS 4020 Part 1 Complies*
Quality*: AS/NZS 4020 Part 2
Appearance of Water AS/NZS 4020 Part 1 Complies*
Extract AS/NZS 4020 Part 2
Growth of Aquatic AS/NZS 4020 Part1 Complies*
Micro-Organisms AS/NZS 4020 Part 2
Cytotoxic Activity of AS/NZS 4020 Part 1 Complies*
Water Extract AS/NZS 4020 Part 2
Mutagenic Activity of AS/NZS 4020 Part 1 Complies*
Water Extract AS/NZS 4020 Part 2
Extraction of Metals AS/NZS 4020 Part 1 Complies*
AS/NZS 4020 Part 2

£

——

-——1. :
AKZO NOBEL

* Resicoat R4-ES satisfies the criteria of AS/NZS 4020:2005 Products for use in contact




Resicoat R4-ES Fusion Bonded Epoxy

Product Data Sheet

Pretreatment:

(Cast Iron)

e Remove any oil, grease, dust or graphite with suitable solvent, and any salt deposits
with fresh water.

o Grit blast to SA 2 4 with a surface profile of 50-80 microns, cleaning blasted surface
by air biast, brushing or suction. Use gloves to avoid hand contact.

o Grind out any defects and reblast if necessary. Ensure < 4 hours from blast to coat.

Application:

Preheat using furnace or induction heating as per above curing recommendations. Apply
powder electrostatically or via fluidised bed application and test a sample of each product
batch to AS/NZS 4158:2003 Section 3 Requirements for Factory-applied Coating for
quality control purposes. Repair using Interseal 670HS repair coating if required.

Performance:

Akzo Nobel's liability is strictly limited to replacing such quantity of powder coating as
proved to be defective. Before using the powder coating the user shall determine its
suitability for his intended use and the user assumes all risk and liability.

Safety Precautions:

This product is intended for use only by professional applicators in industrial environments
and should not be used without reference to the relevant health and safety data sheet
which Akzo Nobel has provided to its customer. If for any reason a copy of the relevant
health and safety data sheet is not immediately available the user should contact Akzo
Nobel to obtain a copy before using the product. Minimum safety precautions in dealing
with all powder coatings are as follows. All dusts are respiratory irritants. Therefore,
inhalation of the dust or of the vapours resulting from the cure should be avoided. Take
steps to prevent skin contact, but should contact occur, wash skin with soap and water.
In case of eye contact flush immediately with clean water and seek medical advice. Dust
clouds of any finely divided organic material can be ignited with an electric spark or open
flame. Dust and powder should not be allowed to build up on surfaces or ledges. Dust
collection equipment should be used which has provision for adequate explosion release.
All equipment should be electrically earthed to prevent build up of static. Users are
recommended to follow the guidelines laid down in the AS3754:1990, Safe Application of
Powder Coatings by Electrostatic Spraying.

Disclaimer:

Resicoat R4-ES Fusion Bonded Epoxy v.007Akzo Nobel Coatings Ltd

Issued: July 2008

Unless otherwise agreed by us in writing, any contract to purchase products referred to in this brochure and
any advice which we give in connection with the supply of products are subject to our standard conditions of
sale. The information contained in this data sheet is liable to modification from time to time in the light of
experience and our policy of continuous product development.

* Typical minimum specifications. Performance may vary slightly between individuél products.

Akzo Nobel Pty Limited

686 Rosebank Road
Avondale Auckland 1007
New Zealand

Ph: 0800 801 342

Fax: 0800 809 679

Email: salesnz@interpon.com
Web: www.interpon.co.nz

51 Mclntyre Road

Sunshine Victoria 3020
Australia

Ph: 1800 630 516

Fax: 1800 650 786

Email: salesoz@interpon.com
Web: www.interpon.com.au



